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PREFACE

This chapter presents a research program that is being conducted at the NASA Langley Research
Center to evaluate methods for automated telerobotic assembly of large space truss structures. The
research program, facility, and hardware are described and a summary of the results obtained to
date is presented. The research is intended to identify the specific problems and considerations
which must be dealt with when the total assembly process is addressed in detail. The assembly
operation is structured to focus on a generic truss structure rather than on a particular mission or
design; however, the assembly issues being investigated are typical of many automated in-space
processes. The program was initiated to study automated truss assembly operations and no other
objectives were included in this initial investigation. The structure, although not space qualified,
was designed to be representative of that required for future antennas and observatories.

Implementation of this research effort has required the integration of a strong interdisciplinary team
composed of specialists in mechanical and structural design concepts, automation and robotics,
controls, software development, configuration management, and electronic design and
development. Many support personnel have contributed to the success of this research effort by
their dedication and hard work. A well defined focus has enhanced the capability of the team to
work together and meet the goals and milestones in a timely manner.

INTRODUCTION

A number of proposed space missions both to and from planet Earth require large truss structures
to provide a stiff and stable platform for experimental measurements, observation
antennas/telescopes and habitats/shelters. An example of a planned mission to planet Earth is
shown in figure 1(a) and an example of a mission from planet Earth is shown in figure 1(b); figure
1(a) is a large antenna, and figure 1(b) is an aerobrake concept for a Mars mission vehicle. The
truss structures for these, as well as other future missions may involve the assembly of thousands
of members. Recent studics (Refs. 1 and 2) have elevated the concern regarding the use of
astronauts to perform inspace construction operations. Therefore, alternative assembly techniques
to those that traditionally rely on astronaut Extra-Vehicular Activity (EVA) must be explored. The
reference studies have also recommended that astronaut Intra-Vehicular Activity (IVA) time be
minimized, which may limit the use of astronauts as teleoperators for assembly operations that may
involve many hours of repetitive operations. One attractive alternative is to design an automated
telerobotic system that can utilize either an astronaut or earth based operator as an executive
monitor who is called upon to intervene only when the automated system encounters a problem and
requires assistance. This mode of operation, known as "supervised autonomy", holds the most



promise for the accomplishment of large or complex assembly and construction tasks with the
limited crew resources available on orbit. Supervised autonomy has the additional advantage that
operations can be monitored from the ground if they involve no time critical control functions.

To date, very little work has been directed toward interdisciplinary research to develop automated
robotic assembly methods for large erectable truss structures. The current program was initiated
within the past several years at the NASA Langley Research Center by merging basic technology in
robotics and truss structure design and assembly. The program focuses on the actual automated
assembly of a generic structural unit that serves as the basic element for very large structural
systems. Specific objectives of the program are to determine what types of joining and end-effector
mechanisms are suitable for telerobotic operation, to develop a software architecture capable of
reliably performing a complex assembly task that incorporates realistic system errors, and to
provide an operator interface compatible with the volume of internal information necessary for
successful operation of the automated system. This effort provides practical experience in the
assembly of truss hardware designed for automated telerobotic operations. An additional objective
is to collect information on actual assembly operations to develop time lines characterizing
automated telerobotic truss assembly and construction. It also has the potential to provide an
operational testbed for more advanced assembly techniques such as automated path and sequence
planners and machine vision guidance operations. The hardware testbed can also be used to
measure the effectiveness of the operator interface and display system in communicating with
operators who have only modest levels of training.

This chapter describes the system design considerations, facility and system hardware, and the
software and operator interface functions involved in implementing the hardware testbed. The test
facility is operational and the system executive program and error recovery software is performing
all assembly operations in a fully automated mode. Several end-to-end assembly and disassembly
sequences for the complete 102-member truss structure have been performed and information on
timing, error frequency, error causes, and recovery techniques have been collected. The sequence
for the assembly tests conducted to date will be discussed along with the research directions toward
a more robust system.

FACILITY AND HARDWARE DESCRIPTION

At the initiation of this program, several ground rules were established to guide the development of
the component design. These ground rules were: 1) existing "off-the-shelf" components would be
used directly, or modified for use, where possible to hasten implementation; 2) design and
fabrication would incorporate inexpensive materials and simple systems so that they could be
modified easily as experience and future research requirements dictate; 3) passive guidance features
would be incorporated wherever possible to aid alignment for minimizing position errors; 4) all
assembly operations would be reversible so that truss repair and error recovery procedures could
also be automated and; 5) system hardware and software design would be based on total system
automation with operator intervention rather than enhancing a teleoperated system with automated
functions. The current automated assembly facility is shown schematically in figure 2(a) and a
photograph of the actual hardware system is shown in figure 2(b). Important aspects of the various
components are discussed in subsequent sections and a detailed description of the performance
characteristics is presented in reference 3.

Robot and Motion Bases

The robot arm shown in figure 2 is a six-degree-of-freedom, electrically driven, industrial robot
selected for its reach envelope (1.52 m (5 feet)), payload capacity 89N (20 Ibf.), positioning
repeatability (£0.010 cm (0.004 in.)), and reliability. No modifications have been made to the
robot over those supplied as options by the manufacturer. The robot is mounted on an x-y
Cartesian translational motion base that has approximately 6.1 m (20 feet) of travel in both x and y
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directions and has a measured positioning accuracy of +0.005 cm (0.002 in.) using linear
encoders. The truss structure is assembled on a rotating motion base with + 3 revolutions from the
nominal reference location and a positioning accuracy of #0.25 mm (0.01in.) at a radial distance
of 6.1 m (20 ft). The motion bases are designed to minimize deflections that induce position errors
due to the increasing mass of the truss during assembly and repositioning of the robot. Motion
base drive motors on all three axes are controlled by an 80286 microprocessor-based personal
computer. The robot computer is based on an M-68000 microprocessor and all robot motions are
programmed in a modified Basic programming language supplied by the manufacturer.

Truss and Joining Mechanism

The truss structure selected for this study is a regular tetrahedral configuration shown by the
model in figure 3(a). This configuration was chosen for several reasons: 1) it is representative of
supporting trusses required for large antennas, reflectors, and aerobrakes; 2) it is comprised of
regular hexagonal rings as shown in the figure, therefore, the developed assembly procedure can
be applied to construct large multi-ring units; and 3) the truss has some special geometric
characteristics that provide desirable access paths for the installation of struts. The truss hardware
used in this investigation has members that are nominally 2 meters (6.6 feet) long and 2.64 cm
(1.04 in) in diameter. The 2-ring test model has a diameter of 8 meters (26.25 ft) and the complete
structure consists of 102 struts and 31 nodes.

The special geometric characteristics noted previously can be seen in figure 3(b). The truss
geometry includes a natural set of orthogonal axes and there are sets of planes normal to this axis
system. Every member in the truss is oriented to lie within one of the sets of planes and the
members in a given plane form square geometric patterns (fig. 3(b)). The squares provide the
maximum area for collision-free manipulation and access for installation of strut members. The
squares and their planar orientation are referred to here after as the member's insertion plane.
Assembly of the truss involves maneuvering the strut along a predefined path into the insertion
plane, aligning it parallel to the installed orientation approximately 10 cm (4 in.) in front of the
installed position, and then moving it directly to the installation position. The assembly process
begins by connecting members to three pre-mounted nodes on the rotating motion base to build the
first hexagonal ring. Additional detail on assembly operations will be presented in a subsequent
section.

The joint connectors for space truss structures have a number of requirements that must be met for
the truss to be assembled and have a predictable performance. The connectors must have a
predictable linear load-deflection response for reverse tension-compression load cycles and have no
"free-play”. The joints must permit the strut members to be installed by side entry between two
nodes a fixed distance apart, because the truss is structurally redundant and it is desirable to
minimize disassembly to replace or repair a damaged member. Structural redundancy also requires
the length of the member to be accurately set and ramped entry guides on the joint are desirable to
aid the insertion operation. Additional requirements are defined in reference 3.

The truss joints and nodes developed for this test assembly are shown in figure 4. Each node must
be capable of connecting a total of nine struts that are aligned with the node center; six of the
connecting struts lie in the plane of the face and the remaining three are core members that connect
the top and bottom faces of the truss. The joint is composed of two parts, a connector section
which is bonded to the graphite epoxy tube to form a strut and the receptacle section which is
mechanically attached to the node. The connector section is inserted into the node-mounted
receptacle and a locking nut is turned to draw the connector plunger toward the strut, securing the
strut to the receptacle. The locking mechanism applies approximately 890 N (200 1bf) preload to
the joint connection to eliminate "free-play". The joints are fabricated from aluminum and have a
mass of 134g (0.296 1bm). Additional details concerning the mechanism and its operation can be
found in reference 4.



Following fabrication of the truss struts and node components, they were assembled and measured
to evaluate the accuracy of the total truss structure. The truss was manually assembled for this
series of tests with the design torque closure limits applied to the joints. Three sets of
photogrammetry measurements were made on a set of high contrast retro-reflective targets centrally
positioned on each of the 19 upper surface nodes. The test measurements indicated that the rms
deviation between the 19 upper surface nodes and the best fit plane was about 0.015 cm (0.006
in.) and the rms positioning repeatability for two assembly tests was about 0.005 cm (0.002) in.
Additional information regarding these tests is presented in reference 4.

End-Effector

At the start of the program, a number of truss joints were evaluated for possible implementation
and/or adaptation to the automation process. The current joint was selected because, in addition to
the structural capabilities noted above, it could be adapted to operate with a simple end-effector.
The development of the joint and end-effector as a total design aided in the development and
success of the project. The end-effector is a specialized tool that performs all operations required
for strut installation or removal including the locking of the joint connector. The end-effector's
operational functions are shown schematically in figure 5(a) and a photograph of the hardware
mechanisms is shown in figure 5(b). The strut is grasped by a set of strut holders which close
around a hexagonal alignment and grasp adapter that is bonded to the strut tube (fig. 4). The
hexagonal shape aids in circumferentially aligning the strut with the end-effector and is a
configuration that can be easily grasped by the end-effector jaws. The center of the hexagonal
adapter has a machined vee-groove that mates with a protrusion in the end-effector jaws to
passively position the strut axially in the end-effector. These passive alignment features are
representative of the many such details that are incorporated in all of the components where
alignment is critical for connecting or mating.

To insert a strut in the truss, the end-effector is moved to a predetermined ("taught") position in the
insertion plane. At this location the fingers are closed on the receptacle. The fingers are configured
so that during closure they are passively aligned with the receptacle if the receptacle is at any
location within a cylindrical envelope 5 cm (2 in.) in dia. by 1.5 ¢cm (0.6) long. Both ends of the
strut are pushed forward by platforms, inserting the connector into the receptacle. The strut is held
in place while small gear-head motors lock the joints. The strut holders are then unlatched, the
platforms are retracted, and the receptacle fingers are opened to complete the installation. The end-
effector is designed to permit operation either with a node preattached to either end of the strut or to
insert a strut into two nodes already in the structure.

All end-effector mechanisms and actuators are equipped with simple sensors such as
microswitches or proximity probes so that a computer program can monitor the operation and
notify the operator if a problem occurs. Small video cameras (fig. 5(b)) are mounted on each end
of the end-effector to permit operator monitoring of end-effector mechanisms and to verify the
sensor information. The total mass of the end-effector including a strut is about 6 kg(13.5 Ibm). A
commercial force/torque load cell is mounted between the end-effector and the robot wrist to
provide compliant move capability during both strut pick-up and installation operations. This
aspect of the assembly operation will be discussed in a subsequent section.

Strut Storage

The requirements defined for storage of the struts in preparation for truss assembly included the
following: (1) all struts be placed at a convenient location within the reach envelope of the robot
without interfering with other assembly operations, (2) the precise location and orientation of each
strut be fixed, (3) the struts be packaged in the smallest volume possible and the individual



members still be readily accessible, (4) each member be restrained but capable of being removed or
installed in the storage container by a small latching force. Several concepts were initially
considered including a device that would present each strut to the end-effector at a common
location. Implementing this concept appeared difficult and the packing efficiency appeared to be
poor. An alternative concept, having an additional advantage of being passive, was developed
which consists of a series of trays stacked in a rack behind the robot arm (fig. 2(a)). The trays,
shown in figure 6, are aluminum frames which hold thirteen struts each, between vertical
positioning pins. The positioning pins have spring loaded pin plungers on both sides to hold the
struts in place. A small force is required to extract each strut from its storage slot. Alignment and
grasp adapters like those used to pick up the strut with the end-effector are used to interface with
the positioning pin. The flat sides on these hexagonal adapters are trapped between the tray above
and the base of the holding tray to prevent the struts from rotating. Nodes are preattached to
selected struts in accordance with the assembly sequence. The protrusion of the receptacles from
the preattached nodes imposes a sizable storage space requirement and a special stacking
arrangement had to be devised to coordinate with the assembly scenario. The stacking arrangement
is shown in the sketch of figure 7. The arrangement has 4 prenoded struts in tray 1 at the top of the
stack. The prenoded struts are located in the first and last tray slots with two other noded struts
equally spaced in-between separated by 3 unnoded struts. The second tray also has 4 prenoded
struts at the same slot locations, however, the nodes are all placed in the opposite end of the tray to
those of tray 1. Tray 3 has 3 prenoded struts with the nodes staggered to fit in slots between those
of tray 1. Tray 4 is similar to tray 3 except that the nodes are on the same end of the tray as those of
tray 2. Tray 5 is identical to tray 1 and the four tray pattern is repeated. Therefore, all even
numbered trays have struts with alternating nodes of 4 and 3 on the same tray end, and likewise
with the odd numbered trays. Due to the efficient packaging of struts in the trays, the receptacle
fingers on the end-effector must be closed to pick up an unnoded strut so as not to interfere with
the receptacle on adjacent prenoded struts. The complete 102 member truss is packaged in 9 trays
with several positions in selected trays left empty to accommodate the assembly sequence. Each
tray has cylindrical handles on each end with hexagonal positioning and alignment adaptors
identical to those on the struts. The trays are picked up by the end-effector as they are emptied and
transferred to a storage canister located to the left side of the robot arm (see figure 2).

System Control and Communication

The entire system is managed by several digital computers serially connected through RS-232
communication lines as shown schematically in figure 8. Overall system executive and operator
interface functions are performed on a micro-VAX workstation and implemented in FORTRAN.
Also located on the VAX are the robot arm path control logic and the assembly system error
recovery algorithms. The robot carriages are controlled by an indexer board on an 80286 personal
computer (PC). Commands to this board are generated by a driver program on the PC written in
BASIC. The robot arm motions are controlled by a program written in a modified BASIC
programming language developed by the robot manufacturer. The robot program is executed on
the robot's M-68000 processor in response to commands from the executive program. The robot
processor also includes local data which defines pretaught paths from the canister to the installation
position of each strut. Storing the local data in the robot processor minimizes the information that
must be transferred between processors during execution.

Operator Control

The operator's workstation is shown in figure 9. The operator has four basic sources of
information available to monitor system operation. These are 1) the computer CRT menu display,
2) a video system display, 3) the CRT display from the robot computer and, 4) a panoramic view
through the control room windows. All operator command inputs are entered via a conventional
terminal keyboard. The operator's role is to initiate and monitor the automated assembly process
using a series of hierarchical menus which are displayed dynamically. The automated system is



directed by a command file to install struts in a predetermined order. The operator monitors all
operations via the displayed menus which highlight the current system command status. If an error
occurs a brief summary of the error condition and a menu of operator interventions for recovery
from the error are displayed. The operator uses the video displays to verify the nature and
determine the severity of the problem. All error recovery interventions consist of keyboard
commands from menu selections. The assembly will not proceed until the error is corrected. If the
error cannot be resolved, the system reverses the sequence and rolls back to the state where the last
command file directive was issued. Additional discussion of the operator's display and procedures
is provided in Section V, Software Structure.

The video system is comprised of four fixed position cameras: one located on each end of the end-
effector to provide a close-up view of the end-effector mechanisms; one located on the Y carriage
behind the manipulator arm to provide an over-the-shoulder view of the strut installation and a
direct overhead view of canister operations; and one camera fixed to a wall approximately 6.1 m
(20 ft.) high and 12.2 m (40 ft.) from the rotational motion base to provide surveillance of
assembly operations from the right rear quarter of the robot. Both the over-the-shoulder and wall
mounted cameras are equipped with pan/tilt/zoom capability which is controlled by joysticks from
the operator's workstation.

The CRT display for the robot computer provides the operator with a visual cue of the robot
commands and states. This display provides the operator backup information to the menus
associated with the executive program to aid in assessing error sources and recovery operations
that involve robot motion. Also, the forces and moments measured using the force/torque load cell
are displayed on the robot CRT display.

The panoramic view that the operator has through the control room window does not
provide substantial information to correct detail errors because the control room is approximately
10.7 m (35 ft.) from the turntable-- too far to observe mechanism operations. The view is
conveniently located to permit the detection of potential collisions between the motion bases and the
truss. Tests during which blinds were drawn over these windows, however, resulted in no adverse
effects on operator performance or comfort.

ASSEMBLY OPERATIONS

Each strut in the truss assembly has a specific name based on an identification convention
developed for this investigation. When a strut is selected for installation, the system data base is
checked to establish the status of the requested strut and determine if the strut is being installed in
an acceptable order. A number of factors may affect the order. For example, connecting struts
required to support the member must have been previously installed and a collision free path for
installation must be available. If all factors are satisfied, the installation sequence is initiated. The
first operation of an installation sequence is to acquire the strut from the canister tray and hold the
strut with the arm in a rest position just above the canister. The motion bases are positioned so that
the arm can move the strut along a predefined collision-free path to the installation point in the
insertion plane. The end-effector inserts the strut connectors in the joint receptacles and locks the
joint connector. The arm then returns to the rest position over the canister. The following
subsections give a detailed account of each of these operations and outline some of the checks and
procedures that are followed if an error is detected. The initial assembly sequence developed for
this investigation, including the rules that were followed during the development, is listed in the
Appendices A and B.

Strut Identification Convention

Since the tetrahedral truss has a regular geometric pattern composed of basic subelements, a
naming convention was desired that would be common for those struts with similar orientations



and positions. A convention that was suitable for any "n" ring configuration was also desirable. A
sketch illustrating the adopted convention is shown in figure 10. The figure shows a top planform
view of a large planar truss. The struts in the top face are represented by lines of medium width,
the struts in the bottom face are represented by lines of narrow width and the core struts that
connect the top and bottom faces are represented by the dashed lines. The wide solid lines outline
the "n" hexagonal rings which are used in this paper to describe the truss. Each ring is composed
of 6(n-1)+3 cell units and the members within each cell are defined by their end positions that fall
on the even numbered locations of a conventional clock face, noted on the figure as the operator's
convention. Any strut in the truss can therefore be specified by its ring number, cell number and
clock position. An example of this notation used for a member of ring 3 and cell 1 whose ends are
at clock positions 10 and 2 is R3 C1/10_2. Using this convention, all top and bottom face struts
have a unique designation. However, since the core struts lie on the boundary of the individual
cells, they can be identified by two cell designations.

The naming convention defined above permits an operator to locate any member in a large multi-
member truss with respect to an origin located at a specific reference node. The convention is based
on a fixed orientation of the operator and the truss. The reference node for the automated assembly
experiment is the pivot node on the axis of the turntable. Since end positions of the struts change
with the angular orientation of the turntable, the designation of a member from the vantage point of
the robot may be different than the designation from the vantage point of the operator. From the
vantage point of the robot, the truss contains 12 unique positions if the turntable is positioned in
120 degree increments.

Strut Pick-up From the Canister

Acquiring a strut from the canister (and strut return to the canister during disassembly) is
accomplished using information from a system data base described in Section IV. This information
includes the strut's assigned tray number and the slot number within the tray. The data base also
contains information regarding preattached nodes if the strut is a core strut. The end-effector is
moved from the rest position to a location directly above the tray slot. A logic algorithm is executed
to close any receptacle fingers which may hit receptacles on adjacent struts with preattached nodes.

There are two techniques that may be used to define the location of points for a robot arm. One
technique is to store an absolute location of tool tip coordinates, and the robot controller always
uses the same kinematic solution for that point thus achieving an accurate repeatability. The second
technique is to specify a point in terms an offset or a point that is relative to an absolute point.
Although this method may not be as

precise as specifying an absolute location, it has generally provided adequate positioning.

To move to the tray slot, the location of the tray and the location of the slot are computed as
an offset, or relative point, from a central taught point in the vicinity of the tray system. This
approach was used because the computational storage required to keep each individual strut
location would have been extensive and the time and effort to teach each of the locations would
have been prohibitive. The slots are numbered from 1 to 13, beginning with the slot closest to the
robot, and the trays are numbered from 1 to 9 beginning with the tray at the top of the stack. The
central (reference) position is located in the center (slot 7) of the bottom tray (tray 9).

For strut acquisition the end-effector is lowered to the level of the tray containing the desired strut
and the end-effector platform is extended. At this position the strut grippers on the extended
platform lightly contact the grasp and alignment adapter on the strut. The arm is then moved
incrementally under the control of a force-feedback loop until either a sensor on the gripper jaws
indicates closure or a vertical load of 89 N (20 Ibs.) is applied by the end-effector to the strut.
During this operation, all moments and loads in the plane of the tray, are maintained at levels below



3.6 N (0.8 1b.) and .56 N-m (5 in.-Ibs.) respectively. When either of the above two conditions are
met, the gripper jaws are commanded to be latched and the platform is retracted, extracting the strut
from the tray.

Since the total truss assembly was the major goal of the program, the assembly scenario had to
include retrieval of each strut from the canister and transfer of the empty trays. The struts were
placed in the trays as noted previously to facilitate efficient packaging; therefore, the strut removal
sequence could not be sequential across a tray. Also, the packaging efficiency and interference
between the end-effector and the preattached nodes required that noded struts be removed prior to
an adjacent unnoded strut in the same tray. The empty trays are moved from the supply canister to
the storage canister by using the end-effector to grasp adapters on the tray handles in the same
manner that the struts are grasped. Although most trays were substantially filled, several strut
positions in selected trays were left vacant to satisfy all assembly requirements and eliminate the
need to transfer trays with struts in place.

Motion Base Moves

The carriage and turntable positions ( X, Y, Theta ) necessary for the installation of a particular
strut are predetermined and stored in a data array in the executive program. The relative location of
each motion base position with respect to an axis reference point is given in the scenario included
in the appendix. The positions were established empirically to permit installation of each strut
within the reach envelope of the arm and not be hampered by arm singularities. When a strut is
selected for installation, the strut name is parsed by the program to determine the motion base
location associated with that strut. The motion base repositioning commands are transmitted, one at
a time, to the PC-based program with the command order determined by a collision avoidance
routine. The PC program verifies each new position and the system status data base is updated at
the completion of each move. All motion base moves are performed with the robot arm at the rest
position and the end-effector located above the strut canister. This position was selected to
minimize the distance that the arm protrudes toward the structure.

The carriage collision avoidance algorithm prevents the robot arm and the motion bases from
colliding with any part of the structure currently on the turntable, and at the same time seeks to
minimize the moves, and thus the time, required by the motion bases. Two points on the carriage
are considered to be the potential collision points: the robot elbow, and the handles of the empty
trays in the storage canister located on the left side of the robot. Collisions may occur during
carriage Y-axis moves and turntable rotations if the carriage and robot arm are positioned too close
to the turntable. Due to the truss geometry; only the core struts, or those which connect the top and
bottom faces of the truss structure; are potential obstructions. A data base that includes these
potential obstructions is included in the VAX executive program to facilitate checks.

The collision avoidance algorithm computes the radial distance from the center of the turntable to
the point on the strut where a collision can occur, (i.e., a point at the height of the robot's elbow in
its rest position) and the angle between this point's radius and the turntable zero reference. If this
radius for any installed strut is greater than the radius of either of the robot or tray handle collision
points in both their initial and final positions, then that strut is considered as a candidate for
collision. The Y-positions of both the collision candidate and the carriage collision points are then
compared to determine if interference actually occurs. For motion base moves involving both Y-
carriage moves and turntable rotations, the situation is more complex. Here, the sequence of the
moves must be considered and the possibility that a collision may be avoided by making the moves
in a particular order must be checked. If a collision is determined to be unavoidable, then a
minimum distance to move the X-carriage away from the turntable to avoid collision is calculated,
and that avoidance move is commanded first.



Robot Paths and Capture Sequence

With the motion bases properly positioned, the robot arm then begins to traverse a predetermined
path to transfer the strut from the canister rest position to the insertion plane where it is to be
installed. Each path consists of a series of points that are executed in a sequential order. Most of
these points are absolute points and the arm is moved from point to point in a sequential order
without pausing between moves. This technique is used because the robot controller defines the
actual robot path as straight line segments from point to point and the system has no method for
specifying a continuous path. Many of the paths contain common segments because the actual
location of the arm is not significant. The primary consideration is that the member does not collide
with previously installed members. Near the end of the path, the speed of the arm is reduced at a
location called the "approach point". At this point the strut is aligned in the insertion plane 10.16
cm (4 in.) directly in front of the strut's location in the truss. The location of the approach point is
critical to final positioning, as is the point where the strut is inserted (insertion point), Therefore the
approach point is defined relative to the insertion point to minimize the number of taught points.

There are three different truss/strut conditions that must be accommodated when members are
inserted; therefore, the final portion of the path from the approach point to the insertion point must
be tailored to the particular condition. The first condition is a direct assembly that entails placing a
strut between two fixed nodes already in the structure. For this case, the end-effector moves
directly to the insertion point and the receptacles on both nodes are grasped for installation. The
second condition involves the installation of a core strut (one which fits between the top and
bottom planes of the structure) with a preattached node at one end. Here, the end-effector also
moves directly from the approach point to the insertion point, however, only the receptacle fingers
(and locking mechanism) at one end of the end-effector operate. After installation, the strut is left
cantilevered from the truss. To minimize the effect of gravity induced strut deformations, only the
core struts were installed in a cantilever condition with a node preattached. The third condition
involves the installation of a member which connects the free end of a cantilevered member with
the remainder of the structure. For this condition the end-effector must move from the approach
point to the deflected position of the cantilevered core strut, grasp that receptacle, then move to the
insertion point before grasping the other receptacle. The intermediate (cantilever) receptacle capture
points for this condition were defined relative to the insertion point and the repeatability of the
deflected struts have made this a successful procedure. Obviously, for a zero gravity space
condition this would not be required. To accommodate the strut cantilever deflection, as well as
several other conditions influenced by gravity, the procedures developed for this demonstration test
may be more challenging than would be required for space operation.

The accuracy and repeatability of the motion bases and the commercial robot are individually
sufficient to perform the structural assembly. However the combination of the positioning errors of
the manipulator system and the relatively high stiffness of the truss can generate significant loads
when the receptacle fingers of the end-effector are attached to the joint receptacles for strut
installation. To minimize the effect of these loads and assist with error free operation of the end-
effector mechanisms, a wrist-mounted force/torque load cell was installed between the end-effector
and the robot. All loads are measured with respect to a reference frame located midway between the
centers of the receptacle fingers. The force/torque cell is nulled at the approach point for each strut.
After the end-effector fingers close on the receptacle, the loads are checked to determine if they are
above the predetermined threshold limits of 3.6 N for loads and 0.56 N-m for moments (typically,
the loads do exceed these limits). The arm is then repositioned as necessary, using controlled
incremental moves. The passive guidance features designed into the truss and the end-effector
guide the repositioning to the exact insertion point. The balancing algorithm consists of calculating
the displacement necessary to eliminate the largest force or moment using empirically derived
stiffness gains. Also, empirically derived limits are imposed so that a calculated move that
substantially exceeds the limit, and may potentially damage the mechanisms, cannot be executed.
After each move the loads are reevaluated and the process is repeated until the loads are below the



threshold limits. The number of cycles generally required to reduce the forces/torques below the
threshold values is between 10 and 30 and the final arm displacements are typically in the range of
thousandths of a centimeter. Following the arm repositioning, the strut is moved forward by the
end-effector platforms inserting the joint connector into the receptacle.

The attachment of the receptacles must be coordinated with the assembly sequence. A core strut
may be installed in the insertion plane in either of two directions. To maintain uniformity, the
receptacles on all nodes were identically aligned and were rotationally symmetric with respect to the
axis of the node. When located in the insertion plane during the approach to the node receptacles,
clearance between the end-effector and the adjacent struts is approximately 1.9 cm (0.75 in.).

Approximately 19 taught paths were required to install all members instead of the 12 cell positions
discussed previously. The 7 additional positions were the result of different robot base locations
necessary to avoid collision situations and the orientation of the nodes in the trays (stacking
requirements for the struts in the trays and the limitation of attaching nodes to only core struts).

End-effector Installation Operations

The platform is extended to insert the strut into the receptacle and the locking nut is turned by a
small gear head motor, locking the strut into place. The strut latches are released, the platform
retracted, and the receptacle fingers are opened to release the structure and complete the installation
process. Sensors mounted on the end-effector are used to monitor the success or failure of each
operation and the sequence does not proceed until the previous operation is successfully executed.

After the strut is installed the end-effector is moved back to the approach point. For those struts
installed to fixed nodes the move back to the approach is direct. For core struts installed in the
cantilever condition, the move back to the approach point requires that the end-effector be rolled
slightly to compensate for the gravity induced deflection, otherwise the joint receptacle will
frequently drag against the fingers and substantially deflect a strut before being released. From the
approach point the robot moves the end-effector back along the same path to the canister rest
position.

Operator Pause and Reverse

The need for a pause and reverse capability was identified early in the hardware checkout phase of
the assembly tests. The ability to temporarily stop the assembly process to consider the safety or
success of the ongoing operation reduced operator apprehension and established confidence in the
system. The capability to pause and reverse is required for system checkout, but is also used
frequently during assembly, particularly where the operation involves close clearances or a video
camera must be adjusted for better coverage. The increased control accorded to the operator
significantly reduces the stress associated with his monitoring task. Pause represents a
nonintrusive level of intervention which, if combined with a graphics predictor simulation and
display, would provide a powerful interface tool for the transfer of internal knowledge to the
operator. The "hold and evaluate" feature is a key element in a supervised autonomy automation
environment.

Error Recovery

Error conditions detected by sensors are reported to the executive program and thence to the
operator for selection of error recovery procedures. These may involve further end-effector action,
such as simply cycling the actuator, or movement of the robot arm to reposition the end-effector
thus minimizing interference and permitting the component to function properly. The robot arm
motions are either in the form of manually commanded adjustments in arm position, as determined
from the video displays, or by the force/torque balancing algorithm. For the manually commanded
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position adjustments the operator is prompted to enter the displacement and rotation that the end-
effector is to be moved in the end-effector coordinate reference frame. This requires the operator to
estimate these distances from the visual information provided by the video cameras. Inexperienced
operators may require supplemental support such as models of the truss hardware or computer
generated graphics displays to aid in this task.

All error recovery actions are commanded by the operator as selections from menus which are
specific to each error. The only exception to the operator intervention is a force/torque balance that
is automatically invoked by receptacle finger closure errors. This was automated because these
errors are easy to correct and it is not necessary to involve the operator. The error recovery menu
also includes two selections which do not involve corrective actions. One is an ability to ignore the
indicated error ("go on anyway") when the the operator can determine from a video camera, or
based upon his experience and the nature of the error, that the indicated malfunction is due to a
sensor failure or is deemed not to be serious enough to warrant action. In this case, the operator
assumes responsibility and the assembly sequence proceeds as if the action was successful.
Another operator option is to "give up" trying to correct the error. In this case, the system is rolled
back to the beginning of the command it was currently executing and stopped. This is done so that
the operator is not required to remember any operational sequences.

Tray Transfer Qperations

The transfer of empty strut trays to and from the storage canister is intended to be a simple
operation involving no logic other than the pause and reverse capability. The robot arm always
traverses a fixed path from one canister to the other. Whether the operation involves getting or
storing a tray determines the order in which the canisters are accessed. The tray pick-up with the
end-effector is identical to acquiring a strut from a tray, and in fact utilizes the same end-effector
routines. The tray release function, however, differs from the strut replacement in the tray, in that
when the end-effector reaches the release point, the strut latches are simply opened and the arm is
commanded to move down in small increments until a downward force of 156 N (35 Ibf.) is being
applied to the tray. This sets it properly in the spring-loaded pins which hold it in place.

The height of the tray acquisition and release points within the canisters is a function of the tray
number and is calculated in increments relative to the taught point representing the bottom tray
position in the respective canister. This positioning scheme is identical to that used for the struts
and described in a previous section. The trays traverse up and down within the canister against
nylon slides on the corner posts. The initial tray transfer operations were conducted with the trays
fully supported by the strut latches on the end-effector. The tray sides would occasionally rub
against the nylon slides which, because of the width of the trays, imposed a large reactive moment
on the end-effector mechanism. To aid in counteracting this moment, a fork shaped bracket was
designed and installed on each tray which fits on both sides of the end-effector tubular structure.
The bracket also aids in aligning the trays during the transfer and stacking operation.

Truss Disassembly

To remove a damaged strut from the truss or to follow an alternative sequence due to some failure,
the system must be capable of disassembling the truss. Therefore, each component of the system
was designed to be capable of removing the struts from the truss structure and storing them in the
canister trays. The empty trays are also retrieved from the storage canister when required and
placed in the working canister to be filled. To disassemble the truss the struts are removed in
precisely the opposite order from the assembly sequence. It should be noted, however, that the
sequence of component operations required to remove struts is not a simple inverse of the original
install sequence. For example, the cantilever conditions of a strut are not the same when it is
installed as when it is removed resulting in a significant change in the operational sequence of the
end-effector. Therefore, separate logic routines are invoked for the disassembly operations.
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Force/torque positioning is used to guide the end-effector for the removal from the structure and
insertion of the strut into the tray slot. Operator monitoring, pause and reverse operations, and
error recovery are identical to the installation operations.

SOFTWARE STRUCTURE
Executive Program

The executive software program, shown schematically in figure 11 with typical commands, was
designed in a top-down manner. The program structure is hierarchical to support the "supervised
autonomy" mode of assembly operations. The program was developed around the operational
scenarios and the requirements of the hardware actuators and sensors. Projected scenarios were
reviewed and terminology to clearly differentiate the various components were developed and
modified several times, however, once they were established they were strictly adhered to during
code development. This resulted in a modular program that reflects the total system's architectural
and functional capabilities. The software structure (figure 11) is divided into five levels: planning,
truss element, device, component, and verification. Commands may be entered at any level so that
the system will operate in either a completely automated mode, where high level commands are
automatically decomposed into lower level commands, or in a manual mode where any level may
be entered directly. Commands can only call routines which are lower in the hierarchical structure
and in the same branch. The highest or planning level is designed to be coupled with an automated
assembly sequence planner which is not currently implemented. The automated planner output is
represented by a file of "FETCH and CONNECT" text commands. These are processed by the
second level (truss element) which decomposes them into individual device commands in the
following order: position the motion bases, position the robot arm, and operate the end-effector.
The truss element level also offers the operator the ability to install or remove individual struts at
any time.

Device level commands for the carriages, robot arm, or the end-effector address the subsystems
individually and make it possible for the operator to direct each subsystem manually. The device
level commands are also decomposed into sequences at the component level which actually
perform the specified operation. Although commands at this level are device specific, their
successful execution may require interaction with a second device whose execution involves
another processor. For example, arm repositioning may be required during the "INSTALL"
sequence to reduce loads on the end-effector mechanisms.

The command decomposition sequence at any level is not fixed, but varies with the type of strut
being installed and any special conditions determined from the data base information for that strut.
Data base checks are performed to insure that the specified strut's status is consistent with the
operation to be performed; i.e. a strut to be removed must be currently installed in the structure.
The database is kept current by status updates as each low level command is completed and verified
by sensor checks. Unsuccessful resolution of a problem results in initiation of an inverse sequence
to roll the assembly process back to a state from which replanning may be performed. The failure
information is passed back up through the software hierarchy, displayed on the operator's console,
and the assembly process is paused.

The operator's menu display, shown in figure 12, exhibits the same hierarchy as the executive
software program. The commands currently being executed, including the decomposition of high
level commands, are highlighted on each menu. This allows the operator to follow the action and
observe the trace to the current status. Special windows are also displayed to identify the strut
being manipulated and the status of the device-level components. Dialog windows provide a
running description of the success or failure of the component currently operating and prompts the
operator when a menu selection can be made. An error menu is displayed when a problem is
encountered and a dialog message gives additional information on the error condition. Operational
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experience has demonstrated that since the hierarchical command/display structure were designed
around the operational requirements of the hardware they are very successful in keeping the
operator abreast of the assembly process and aiding him in dealing with the problems encountered.

The system software was developed around the hardware requirements and the defined operational
scenarios using standard software engineering practices. No consideration was given to structuring
the software around the NASA Standard Reference Model (NASREM) architecture described in
reference 5. However, a subsequent comparison of the resulting program structure with the
NASREM architecture has proved interesting. The NASREM architecture is depicted in figure 13a
and the automated assembly executive software structure in figure 13b. As can be seen, the
automated assembly hierarchical structure corresponds closely with the four lowest levels of
NASREM. For example, the NASREM primitive level corresponds with the automated assembly
device level which includes the robot amm, the end-effector, and the motion base. The NASREM
element move level corresponds to strut operations (fetch, connect, remove) in the automated
assembly hierarchy. Figure 13b includes only those functions at each level which were needed in
the automated assembly application. Other activities, such as typical operator commands at each
level and error recovery, are included for completeness. Operator command capability is provided
at all levels, however in practice, it is seldom used below the element move level (fetch and
connect) except for system checkout.

All hardware actions and sensor processing occurs at the component (NASREM servo) level.
Also, all error conditions are resolved by either operator intervention or automated actions at the
component level. Unresolved errors are passed back up the hierarchy initiating an automatic
reversal of the tasks performed at each level. For the assembly task, alternative actions are available
only at the planning level, which take the form of substituting struts for failed members. This
requires replanning the assembly sequence. Aside from the component level, the only other testing
is performed at the element move level. These tests involve physically exercising and testing the
locking mechanism immediately after a strut is removed from the canister. Another test has been
performed immediately after locking a strut into the structure by attempting to retract the strut
platform before unlatching to verify the integrity of the joint lock.” A failure of either of these tests
results in the selection of a substitute strut and a replanning of the assembly sequence. The world
model information base (global memory) is updated at only two levels: the device level and the
element move level. At the device level, the end-effector status model is updated at the completion
of each component action. At the element move level, the truss structure model and the storage
canister status is updated with the installation or removal of each strut.

The NASREM architecture provides good conceptual agreement with the automated assembly
application, although not all activities have an entry at every level. The hierarchical model does
provide a particularly concise display for operator visualization. The hierarchical structure is
capable of supporting several assembly operations by providing a standard interface between the
levels. For example, standardization of device-level primitives for several end-effector
configurations used for different assembly operations would allow using the same executive to
direct different tasks. Device level commands could be carried out on a microprocessor mounted to
the end-effector. A microprocessor-based device at the component level has the added advantage of
freeing the operator from the details of the end-effector mechanisms. Analysis of the automated
assembly software has demonstrated that the results are very similar to the NASREM architecture.

The executive software program was initially implemented in FORTRAN to verify the operation
and structure of the specified command hierarchy. The FORTRAN prototype was used to check
out and refine the assembly system operation, particularly the robot state and path sequence logic,
and the error recovery procedures. When the assembly system logic and procedures became stable,
work began toward developing an automated system using an expert system building tool. The
results thus far indicate that considerable savings in both development time and code size are
possible. The expert system provides an inference engine for rule evaluation and a framework for
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the information bases. The FORTRAN program will still be used to provide the menu displays and
I/O interfaces to the operator, the robot processor, the carriage control software, and the end-
effector program. The information base resides in a shared permanent storage on the VAX.
Information included in this permanent storage is restricted to system status which must be retained
from one assembly test to another and information which is shared between the FORTRAN code
and the expert system.

Robot Program

The program to control the robot motion is written in an expanded version of BASIC provided by
the robot manufacturer and is executed on the robot's M68000 processor. The software program
structure is simple and consists of a short execution loop that calls a series of subroutines which
contain the instructions to perform specific commands. Command functions to setup, initialize,
configure, and move the arm are examples of some specific commands. Utility subroutines were
developed to perform special tasks such as repositioning the arm to reduce forces/torques indicated
by the load cell or operator directed position adjustments.

The geometric data for the 19 possible robot paths and the tray storage path segments are stored in
a point definition library or PDL file on the robot processor. The data is stored according to the
path names specified by the command string, so that execution of the utility routines concatenates
the path name onto the robot's "MOVE" commands and the desired path is traversed. When the
arm has completed execution of the specified command, a "DONE" is returned to the executive
program. If a robot motion error occurs during the routine, an "ERROR" message which includes
the robot system state is returned. Interruption of the robot servo power is used to pause the
system during arm motions. The power shutdown is detected by the robot processor and a
"PAUSED" condition is returned to the executive program. A separate monitor function in the
executive program precludes sending of any robot command while the servo power is shut-off.
The robot program software has been deliberately configured to represent a low-level-of-
knowledge system operation. Its primary function is as a repository of the points that constitute the
geometric positions for the 19 robot paths and the tray path storage segments. This is consistent
with the hierarchical structure of the automated system.

System Data Structures

The software program's knowledge of system conditions resides in a shared data base which
contains two basic types of information, (1) the current status of all elements of the assembly
system and structure, and (2) predetermined conditions/positions which are used to direct and
control the robot and motion bases. The current status information is maintained continuously to
represent the physical state of the system at any point in time and thus ensure continuity of system
operations. This is initialized externally and is updated automatically during test runs. The
predetermined position information for the robot and motion bases are points that are associated
with the installation of individual struts. The predetermined position information also describes the
collision free "taught" paths by which the arm moves between the canister and the various
installation positions in the truss. Figure 14 illustrates the data section which is broken down by
the following elements: motion base position, strut type, robot status, tray status, current strut
status, and end-effector status.

The MOTION_BASE_POSITION element stores the x, y and theta values (X_Car, Y_Car,
Turntable) for the pre-determined motion base locations that establish the positioning relationship
between the robot base and the truss. Due to the reach capacity of the robot, many of the struts are
installed with the robot base situated at the same motion base position.
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The STRUT_TYPE element contains all the data necessary to describe in detail the installation and
storage conditions for each of the 102 truss strut members. The struts are identified and accessed
by an alphanumeric designation (Name). The current location of the strut (Where) is accessed by
the system before any strut operation can be initiated. The system must know if the strut is
currently in its tray, installed in the structure, or held by the end-effector. When a strut is selected
for installation, the system refers to a list of struts (Connect_To) which defines those struts that
must be installed in the truss prior to installation of the selected strut. This is a safety feature that
ensures the required initial conditions for installation of the selected member are satisfied. The
secondary reference to the location status (Where) of each strut on this list certifies that all
conditions are met. The installation position (Loc_In_Cell) identifies which of the 19
predetermined robot paths is to be followed in installing or removing a strut. If a node is
preattached to a strut the record (Node_End) indicates which nut driver on the end-effector must
not be operated while installing that strut. If the end-effector must capture another node,
(Cap_End) specifies which end. The condition of the installed strut (Cantilever) is used to establish
predefined modifications for the robot path which must occur during the capture sequence. Due to
tray packing requirements, a preattached node may not be located on the correct end associated
with a direct path entry. The record (Flip) identifies this condition and initiates a robot command to
rotate the strut 180 degrees at an intermediate point in the installation path. To remove or insert a
strut in the tray requires the assigned tray and slot position (Tray, Slot), be supplied. As noted
previously, each strut is installed along 1 of 19 predefined paths. Each state in the path is defined
by a robot position record (X, Y, Z, Roll, Pitch, Yaw) which are the "taught" points that are used
to define the path. The collision avoidance algorithm requires the end position of the core struts be
defined for computation of potential collision conditions. The record (X_End, Y_End) is used to
supply this information with the strut element.

The ROBOT_STATUS element contains the path and current positioning point on the path (State,
Sub_State) for all strut paths and the tray transfer path, as well as and the current strut/tray
(Strut_Now, Getting_Now). This element also defines is the name of the last strut/tray
installed/removed by the robot (Strut_Just_Had).

The TRAY_STATUS element maintains all information pertaining to the strut storage trays. The
robot path identifier is (Tray_State), and (Tray_Mode) denotes if the objective of the move is to
store or retrieve a tray. The number of the tray that struts are being removed/stored in is noted as
(Current_Tray).

The CURRENT_STRUT element contains information pertinent to the status of the end-effector
for the strut that is currently in the end-effector. The status variables indicate whether the nut driver
sockets are seated to lock/unlock the joint connector (Left_Seat, Right_Seat) and the current status
(locked or unlocked) of the joint (Left_Nut, Right_Nut).

The END_EFFECTOR element maintains the current status of the various components on the end-
effector. The records for the position of the receptacle fingers at each end of the end-effector are
(Left_Scar, Right_Scar) and indicate whether they are open or closed. The position of the strut
insertion platform (Platform) and the condition of the strut grippers (Latch) are also maintained

Data examination is available to the operator through the main menu. This provides a direct
method for accessing the status of any component and determining if initialization conditions are
correct. If the operator determines that a value is incorrect or desires to manually override the
indicated status he can do so, but only through password entry into the data base. This protects the
system from haphazard modifications by an inexperienced operator, while permitting flexibility in
control of variables for system set-up and debug. If a user modified variable affects other data
items, the operator is responsible for making these changes also. For example, if the location of a
strut is changed from the tray to the end-effector, the operator must change the status of the end-
effector strut latches from open to latched.



End-effector Software

The end-effector software has evolved on an empirical basis. The initial task of generating actuator
commands and monitoring sensor output was increased by the need to provide effective error
recovery. This was developed as the end-effector mechanism error modes were identified through
actual assembly tests rather than preliminary bench testing and the solutions were developed
through experience. The need for a pause and reverse capability for the operator and the ability to
roll back following an unresolved error complicated the end-effector sequencing algorithm and its
software.

As noted earlier, the end-effector software evolved into a modular, hierarchical structure
resembling the lower levels of the NASREM model. The software program to implement the end-
effector command hierarchy was initially located in two places. The lower level end-effector
component commands such as "LATCH" , "LOCK™ , and "CLOSE FINGER" and the actual
interface to the actuator and sensor hardware were implemented on the robot processor in a dialect
of BASIC. This was done because the robot processor was well equipped to communicate with
external equipment and sensors. This provided an excellent testbed environment for the
development of the suite of end-effector sensors, operational sequences, and error recovery
procedures. The higher level end-effector component commands such as "INSTALL" ,
"REMOVE" , "ACQUIRE" , and "DROP" were programmed in FORTRAN on the VAX executive
processor. These commands were decomposed into the lower level sequences which were then
passed to the robot processor for execution. Error recovery routines and menus were programmed
on the VAX in FORTRAN.

TESTS

Although the system was designed in a top-down manner; implementation has moved from the
bottom up by subsystem development, testing, and integration; culminating in complete end-to-end
assembly (and disassembly) of the 102 member truss structure in a supervised autonomy mode.
The assembly tests conducted to date have followed a manually-developed assembly sequence
based on taught paths and strut locations. The objectives of the end-to-end tests are to (1) identify
through experience the type of errors likely to be encountered during assembly of space truss
structures, (2) examine the reliability of the system to determine if the concepts implemented are
suitable for space application, (3) evaluate the effectiveness of the operator in resolving problem
situations, (4) quantify the time required for the various portions of each task and, (5) assess the
operator time required to resolve the errors encountered. The testing has resulted in a baseline
which can be used to estimate the effect that changes in individual operations will have on the entire
assembly and a compilation of some of the errors that may be encountered along with a number of
potential solutions.

Each test is directed by a command file that contains a predetermined strut sequence for either
assembly or disassembly. The system executes the stream of commands as they are read from the
command file. If an error occurs the system will execute preprogrammed commands to recover. If
the error recovery commands fail to correct the error, then control is turned over to the operator and
an error recovery menu is displayed. The operator then verifies the problem using the video system
and selects the appropriate recovery action. When the error is resolved the system will resume
executing commands from the command file at the step following the command where the error
occurred. When resolution of the problem from the console is unsuccessful the operator's last
resort is to enter the assembly area with the system disabled and manually intervene to correct the
problem.
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The operator uses a personal computer spread-sheet program to record elapsed times for all
assembly operations, the type of errors, and the recovery technique employed. The operator's
objective is to resolve the problems from the console using the menu display and video
information. The spread sheet data is analyzed to identify systematic problems in the component
hardware and difficult operator interactions. This is then used to refine the mechanisms and
operational procedures to minimize problems that require operator attention. A complete end-to-
end assembly test is not conducted in one single continuous time period since it requires 12 to 15
hours, but proceeds in four to six hour blocks so that operator fatigue is not a factor.

An assembly test is initiated with three nodes mounted to the turntable motion base and all of the
struts in the trays of the supply canister. The robot is commanded to a predefined calibration
position by the operator and placed into a vendor supplied self calibration routine. The reference
position of all motion bases is checked to verify their calibration. After all system checks have been
made and visually verified by the operator the assembly sequence is started. The timing begins
with the robot arm located at a rest position near the top of the supply canister. There are seven
time segments performed during the assembly of a strut. These segments are illustrated in the
sketch of figure 15. The first time segment involves the movement of the arm from the rest position
to the strut acquire position immediately above the strut. The second segment is the time required
for the end-effector to remove the strut from the tray and involves several force/torque directed
moves and many of the end-effector component operations and sensor checks. The third segment
is the movement of the arm back to the rest position. The motion bases are then moved (forth time
segment) to the desired location as directed by the collision avoidance algorithm. The arm is then
moved along the preplanned path (fifth segment) to the approach point which is 10. 2 cm (4 in.)
immediately in front of the installed location in the truss. The sixth segment is the actual install
operation and involves the 10.2 cm of arm movement to the install location, force/torque
repositioning, end-effector operations including locking of the joint, followed by arm motion back
to the approach point. The last timing segment involves the return of the arm along the preplanned
path to the rest position just above the supply canister. Several of these segments, e.g. arm motion
to the install point and arm motion back to the canister rest position might appear to be redundant,
however, there are differences in these individual segments that can affect the total time. If an error
occurs during any segment that requires operator intervention, the time required for the operator to
correct the problem, as well as the source of the problem, is recorded.

A total of four complete assembly sequences and four complete disassembly sequences have been
conducted, although, only the results from two of each have been used for data analysis. The first
two tests were introductory assemblies and a substantial number of changes were implemented in
both the software and the hardware as a result of the initial test findings. Also the timing sequences
were substantially modified following the introductory tests. The quantitative results presented
herein for system timing, identification and evaluation of errors are intended to characterize the
current performance of the automated assembly system.

CURRENT TEST OBSERVATIONS AND RESULTS
Preliminary Assembly Results

A summary of the results from the two assembly and disassembly tests are presented in figure 16.
The results are in the form of pie charts and the sectors of the pie are the timing segments identified
previously. These results are the total times for all of the 102 members and therefore, they can be
used to determine representative averages for the total process as opposed to values for a particular
strut. The average time for installation is slightly over 9 minutes per strut and the removal time is
approximately 8.5 minutes per strut. The difference in the time required is primarily due to
operations associated with removing and replacing the struts in the storage tray. The time to acquire
the strut in the assembly sequence is longer because this procedure involves a force/torque
balancing to move the arm into position on top of the strut closing the strut latches. This is not
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required for disassembly. Of particular interest is the relatively large amount of time necessary for
end-effector operations during "INSTALL", "REMOVE" ,"ACQUIRE", and "DROP". These
segments are relatively long because they typically involve many actuator commands and sensor
checks. A number of the actuator commands are relatively slow, such as the joint locking and latch
closing commands. The actuators and sensors also involve a significant amount of communication
between computers which typically require about 1 sec each for the simple serial communication
link currently being used. The time shown on figure 16 does not include the time required to
transfer the strut trays from canister to canister. The tray transfer time required about 4.75 minutes
per tray or a total of about 38 minutes per test for both assembly and disassembly.

A simple time-motion analysis of the assembly was conducted for which every operational
command was identified and a estimated time to complete each command was assigned. This
analysis indicated that the assembly time could be significantly improved and that it could be
expected to be performed within a range of 3-5 minutes per strut as opposed to the current time of
over 9 minutes per strut. For the time-motion analysis all actuation commands were considered to
be driven by electrical motors that required 3-5 seconds to complete as opposed to the current
pneumatic actuators which take a much shorter time. The time required for arm motion, which is
associated with the robot speed, was not reduced because the operator must have adequate time to
react in order to prevent collisions. The assessment of the current system operator is that
monitoring the arm while operating at speeds higher than those currently being used, would be
stressful and tiring. The major improvement in the assembly time occurred in end-effector
operations associated with acquiring the strut from the tray and installing it in the truss. A
microprocessor and associated software to command actuators and poll sensors has been
developed and has been implemented in a second generation end-effector. This new capability is
discussed in reference 6. Retrofitting the current end-effector to be controlled by this
microprocessor could easily reduce the time for the strut installation by a factor of 2, and it has the
potential for a reduction of up to 5. In developing the time-motion estimate it was also assumed that
a distributed control system with parallel execution of some operations could be implemented. The
main advantage of this is the elimination of the time required for motion base moves (nearly 1
min.) because they could be accomplished while the robot was moving to the tray and acquiring the
strut in the end-effector.

This preliminary timing information may be representative of what is possible with an automated
assembly system and it may appear relatively slow in comparison to astronaut assembly times of
about 30 sec per strut reported in reference 7. However, increasing the speed of assembly
operations is not the major objective of this research program. Of much greater concern is the
overall reliability of the system in completing the assembly task and the ability of the system
monitor to successfully correct errors when they occur. Since no EVA is planned as a part of these
assembly operations and the system monitor could supervise operations from a terrestrial based
control room, all that is required is that the system proceed at a rate adequate to accomplish the
desired task in a reasonable (as yet undefined ) time.

The number of errors that occurred during the two complete assembly and disassembly tests
ranged from a high of 74 for one of the assembly tests to a low of 28 for a disassembly test. For
this preliminary test set, more errors occurred during the two assembly tests than during the two
disassembly tests. In all tests over 90% of the errors that occurred were the result of displacements
that either prohibited the end-effector from properly functioning or caused difficulty in
removing/inserting a strut in the tray. All positioning problems were corrected by the operator
using either the automated force/torque balance routine or the adjust capability to slightly reposition
the arm. The adjust moves are typically in the range of 5.1 mm (0.2 in.). The average time required
for the operator to confirm the problem, make an independent assessment, and complete the
correction was about 2 minutes per error. This is indicative of the effective error recovery
procedures which have been developed. Although the timing profiles discussed previously do not
include this error time it does not contribute significantly to the total assembly time. The remaining
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errors were the result of a variety of mostly minor problems, several of which were so
inconsequential that the operator was able to determine that it was safe to proceed without taking a
corrective action. Only about 1% of the struts required the operator to manually intervene and most
of these were associated with errors in the length of the truss members that caused difficulty with
member insertion. The truss is a redundant structure and although the length of each member is
nominally the same, there are small differences in the member lengths due to fabrication errors.
The joints were designed to compensate for some error in length and to have passive guidance
features that would assist with misalignments. These guidance features, however, did not have
adequate ramping and modifications to the basic design have been initiated.

The quantitative results for both assembly times and the errors encountered are presented more for
interest and completeness than as a prediction of the achievements capable with a significantly more
sophisticated space based system. The system is in an evolutionary development process,
therefore, these results must be considered as a "snapshot" in time during the preliminary phase,
and not the best that can be achieved with an automated system. As the evolution proceeds, the
assimilation of advanced techniques (discussed in a subsequent section) such as machine vision are
likely to significantly affect both the installation time as well as the number of errors that will be
encountered.

Test Observation Results

Normally in a discipline oriented research program, a systematic approach is taken to implement
improvements and assess the resulting changes in performance against some established reference
or baseline. That approach is unsuitable for this study for several reasons. First, this program is
structured around the development of a generic technology with application to a number of
proposed missions, as opposed to being developed for a particular project for which a set of
guidelines and requirements have been established. Second, identifying specific requirements,
communicating them effectively, and assessing the impact of a proposed approach is more difficult
when the research crosses discipline lines. Third, there is no data base or reference to judge
progress or improvements against. Since there is no established methodology, the research is very
dynamic with small perturbations occurring constantly. For example, in the process of evaluating
an approach which is either unsuccessful or marginally successful, an approach that may be very
successful will become evident. Therefore, the most important and potentially useful results at this
stage of system development are qualitative results and observations. In addition to the specific
items noted below, a major realization from this test experience is that most of the problems
encountered and resolved would not have been evident using solely, graphic simulations or bench
tests of separate components. The following is a compendium of the observations and results to
date:

(1) Integrating robotics into the initial design has been a key element in the success of this
program, as opposed to retrofitting existing hardware, developed for astronauts or other assembly
methods to automated telerobotic assembly operations.

(2) The development of test hardware that is designed around the use of simple components that
are commercially available has aided in the ability to initiate tests quickly and to overcome problems
through hardware modifications as well as software adaptation.

(3) The concept of having the end-effector grapple the structure while inserting the strut in the
receptacle has proven to be operationally successful. Using the robot arm to push the strut directly
into a receptacle, which was considered early in the development, simply would not have worked.
Any drag from friction that occurs during insertion, or misalignments, will move the receptacle and
thus compound the problem. Also, for many truss structures that require assembly the direction of
insertion cannot be aligned to lie along the axis of a supporting member to react the insertion load.
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4) Reliable strut installation was achieved only through compliant moves provided by a wrist-
mounted force/torque feedback system. Misalignments, (although they may be small) which occur
through normal positional errors, cause high loads to be induced in the end-effector. A stiff robot
arm attached through the end-effector to a stiff truss makes some form of compliance necessary to
relieve the loading on the end-effector operating components. During force/torque repositioning,
the final positioning of the arm typically involves motions as small as 0.002 cm.

(5) Passive guidance features designed into the end-effector and joining mechanisms have
significantly aided capture of the joint receptacle by the end-effector fingers and installation
operations. Modifications to the passive alignment features of the joint receptacle, as indicated
earlier, are required to overcome installation difficulties.

(6) Positive actuation of all capture and release functions is mandatory. Spring actuated release
mechanisms were initially incorporated into the design of the end-effector and they proved to be
unreliable due to loads caused by misalignment. Also solenoid-actuated latching devices were not
effective. A robust positive force capability is needed for all power driven actuation devices.

(7) Full instrumentation of the end-effector is essential, particularly for automated operations.
Checking each step, using simple instrumentation sensors, made end-effector operations very
reliable. Approximately 33 tests are performed by the end-effector in removing each strut from the
canister and installing it into the structure.

(8) Video camera coverage is necessary for observing end-effector component operations and
verifying the end-effector instrumentation.

(9) Surveillance and over-the-shoulder video camera coverage is essential for operator viewing of
system operations. However, the complex paths, the lack of depth perception, and the number of
camera positions required to ensure collision free paths, appears to make teleoperation for any task
other than error recovery difficult. Teleoperation capabilities for complex assembly paths and tasks
similar to those examined in this investigation need to be evaluated.

(10) The capture and installation of gravity-deflected cantilevered struts presented fewer problems
than originally anticipated, due to the repeatability of the strut's deflected position.

(11) The assembly process must be under computer control. It is difficult for even highly
experienced operators to remember system status and operational sequences. All manual
commands and operator intervention should be verified by knowledge-based tools to ascertain their
advisability and safety before execution.

(12) Complete database information is required on the status of the system to make decisions and
resolve conflicts. The database information must be checked and updated by system sensors at
program initialization and kept current by sensory input at the lowest level possible. The database
update must be done automatically rather than being left up to the operator. All levels of the
command hierarchy check the database prior to issuing each command to avoid unnecessary or
conflicting commands.

(13) The software was designed primarily from the point of view of the operator and his role in
controlling the system and handling errors. The resulting modular hierarchical format has remained
virtually unchanged during the evolution of the system and it has proven to be very successful.

(14) Errors detected at the component level must be resolved before the assembly sequence can

continue. The error condition is passed up through the command hierarchy and, in some cases, can
be resolved by alternate actions at a higher level.
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(15) The dynamic hierarchical menu displays provide a concise summary of what the automated
system is doing and why, and are essential to the operator's understanding of the system's current
status and its progress in the overall assembly sequence.

(16) A manual "adjust” capability to command small changes in the end-effector position is a
desirable and useful feature. The adjustment range should be limited by the software to avoid
collision in the event of operator entry error. A teleoperator mode may be useful and is being
considered for implementation and evaluation purposes.

(17) For the operator's convenience, every operation must be interruptible, or able to be paused at
any point, to give the operator the capability to survey conditions and decide if the process is
proceeding in an acceptable manner. From the paused condition, every operation must be
reversible to permit the operator to roll-back to a known or successful condition.

(18) Clear, concise naming conventions for the truss members, the assembly system devices, and
the component commands is vital to the operator's ability to monitor and intervene in the automated
operation in an expedient manner. The name designations that finally evolved are simple but the
process was surprisingly difficult and many of the names were modified several times before a
suitable convention was agreed upon.

(19) Bench testing of strut joining is not a substitute for "insitu" operations. The problems that
surfaced during actual assembly were more complex than those that are likely to have been
encountered in controlled situation bench testing. Also, tests with real hardware are time
consuming and expensive, however it permits many of the real problems to surface. Graphic
simulation, while necessary and effective, will not substitute for test hardware experience.

(20) In the event of an error, it is very desirable to be able to automatically roll back a composite
command to the initiation point prior to handing control back to the operator. Otherwise the
operator is required to recall the sequence of primitive commands at the point where intervention is
necessary and he must be prepared for any error situation.

(21) Receptacle presence sensors were mounted in the receptacle fingers to detect the joint
receptacle. This relieved the operator from having to monitor the capture of cantilevered struts and
eliminated many of the initial error conditions.

4
(22) Experience has led to the incorporation of several automated error recovery features. One of
these is a force/torque balance for receptacle finger closure errors so that the operator is not
bothered by routine easily corrected problems.

23) The force/torque balance algorithm has been limited to 30 iterations to safeguard against limit
cycling. )
*

(24) The receptacle fingers are the most vulnerable end-effector component and several sets have
been distorted due to robot position errors and loss of robot and/or motion base calibration. Since
errors are likely to occur, the most vulnerable end-effector component must be capable of taking a
substantial portion (or potentially all) of the full robot force capability without failure. An
alternative would be to use the failure value of the most vulnerable component as a robot control
limit.

Subsystem testing was helpful in the early development phase, however, it became apparent that
tests of this type would not identify many of the problems encountered in the full assembly tests.
Most of the problems encountered in the full assembly tests were problems which could not have
been anticipated. For example, bench testing of strut installation with the end-effector would not
simulate all conditions encountered in the actual in-situ installation of a strut in the truss. It became
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apparent quickly that few struts could be installed, even with the passive guidance that had been
designed into the hardware, without the use of force/torque feedback positioning. Most end-
effector operations were initially performed manually by initiating commands at the component
level. This demonstrated the need for additional sensor feedback and helped to develop the scenario
for the correction of errors and the need for automated roll-back to the condition that existed prior
to the error. As the higher levels of automation were integrated the value of the dynamic
hierarchical menu display was recognized along with the need for a "Pause” and "Reverse "
capability. A significant portion of the system capability, especially with regards to software
requirements, was empirically developed from the problems that were encountered, most of which
could not have been anticipated without the hardware experience.

The merging of basic technology in robotics, structures, and mechanical design into an
interdisciplinary effort that has used a generic building block as a research focus has been
successful in advancing the technology in a relatively short time. Addressing the total integrated
task, as opposed to component testing, has forced all aspects of the task to be evaluated. No
problems have been encountered which would indicate that automated assembly is not a viable
option for in-space construction. All of the fundamental processes have been addressed and the
system is fully functional in an supervised, automated mode. This hardware testing indicates that
the basic methodology developed in the areas of mechanisms design, assembly techniques,
software structure, and operator interface will apply directly to a space-based automated assembly
systems.

FUTURE RESEARCH OPPORTUNITIES

The research conducted to date has provided insight into additional studies that are needed to
advance the current state of technology. Most of the topics listed in the subsequent sections have
been initiated and the research is in differing stages of development. The intent is to identify these
activities and thereby demonstrate the breadth of the research activity
Vision System

The practice of operating a structural assembly system that relies totally on the use taught
points for strut capture and installation is neither flexible nor robust enough for space operations.
Therefore, work on a sensor guidance system has been initiated to develop and evaluate the
capability to locate and guide the robot to a passive target mounted on the joint receptacle. Another
benefit of a sensor guided system is its ability to aid in the implementation of a second generation
end-effector that is capable of installing struts one end at a time.

Several alternatives for locating the joint receptacle and guiding the arm have been considered and a
variety of sensor options are available: infrared, laser-guided, and optical. Two of these options,
infrared sensors and optical machine vision, have been evaluated. The use of infrared sensors was
ruled out after initial tests because the tests indicated the need for a large servo range to accurately
track distant targets and the implementation would have required the use of multiple sensors for
the total guidance operation. Therefore, attention has recently focused on the potential for use of a
machine vision system. Incorporation of a vision system into the assembly operation was delayed
until sufficient progress had been made in the vision development and the assembly scenario
requirements.

The telerobotic delivery of a strut from the canister to installation in the structure is projected to be
made up of three phases: (1) - an automated path planner which uses geometric information on the
structure, robot arm, and carriage positions to guide the arm to a position where, (2) - a camera
mounted on the end-effector can locate targets on the node to which the strut is to be attached and
guide the arm to a position where the end-effector fingers can grasp the joint receptacle. At this
location the, (3) - force/torque feedback can be used to precisely align the end-effector for strut
insertion. Although a path planner for the automated assembly system has not been evaluated, it is
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estimated that such a tool should be able to guide the arm to a point within approximately 0.46 m
(18 inches) of the strut's installation point and be located within about *+ 5.1 ¢m (2 in.) of the
desired location in each of the three translational tool tip coordinates. This point is denoted as the
Yision Approach Point. At this point the vision system would discriminate and locate the target,
then align and guide the robot to a point near the joint receptacle. The targets must be specifically
designed, accurately fabricated, and positioned on each node receptacle to provide the information
necessary to guide the robot end-effector to the proper alignment position with the node receptacle
at about 13 cm from the node for strut insertion/removal.

A system has been designed and preliminary target acquisition tests have been conducted in the
assembly test facility. Implementing the vision system introduced a number of hardware issues.
One major concern was the limited space available for the location of the camera on the end-effector
and the target on the node receptacle. Also, the camera had to be aligned with the target and be
nonobtrusive so as not to affect the assembly scenario or end-effector component operations.
Therefore, the video images for these tests were produced by miniature Charge Coupled Device
(CCD) video cameras similar to those already mounted on the end-effector. Since these miniature
video cameras do not have the capability for remote focusing and iris setting, the range of operation
and lighting conditions must be bounded. ‘

The primary advantages of the vision system are the capability to acquire the desired target with
little or no servoing, to provide a real-time view of the image scene to the system operator, and to
process the images at a rapid rate. The current image processing hardware consists of a
commercially available system configured with processor boards to perform the tasks of image
capture, storing, thresholding, centroiding of regions (blobs), and graphical display. It is hosted
by the executive computer. Controlling software has been developed to process images through
the various processor boards and provide for operator interaction.

Figure 17 shows a photograph of the receptacle target currently used which measures
approximately 1.3 cm by 2.5 cm. The light-colored dots on the flat black background are made of a
retro-reflective material and are arranged in a distinctive pattern to facilitate target recognition by an
image processing algorithm. The current target design satisfies a variety of requirements: it is small
so as not to interfere with the fingers of the end-effector; simple and accurate; capable of being
mass-produced; unique enough to be distinguished in a varying and hi ghly-cluttered background;
and provide information from which range can be determined in addition to planar positioning, so
that the arm can be guided to the target in three-dimensional space.

To simplify fabrication the target is constructed in layers. The bottom layer is a commercially
available retro-reflective tape which has a high reflectivity for light rays that are incident parallel to
the optical axis of the video camera. The top layer is a thin sheet of flat-black anodized metal to
reduce its reflectivity, thereby providing a high contrast between the target dots (blobs) and the
surrounding background. This black surface acts as a mask for the bottom layer and reduces the
possibility of dots blending with each other or the background in the processed image. The domino
configuration of five dots is simple enough to be accurately mass-produced and its geometry makes
it relatively easy to discriminate from most background clutter. Only four dots are needed to
determine the target’s position and orientation; using five dots introduces some redundancy and
allows for the possibility that one dot may be obscured. The target is illuminated by a small light
source mounted adjacent to the video camera lens as shown in figure 18.

Conditions in the laboratory have not been altered to simplify the image recognition process since
the goal of the vision system is to enhance the robustness of the overall assembly system. Since the
desired outcome of the image processing is to extract the correct target from its background, a
combination of processing tasks which take advantage of the target dot configuration is employed.
The first task is to acquire an image from the video camera and store it as a gray level digital image
in a frame buffer. A technique which utilizes histogram information is used to determine the
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appropriate gray level threshold, between zero (black) and 255 (white). This reduces the amount of
information in an image that must be processed, and tends to eliminate much of the background
clutter. The next step is to identify regions of contiguous pixels, called blobs, that have nonzero
gray level values. Checks are made to evaluate the circularity of the blobs. The centroid of each
circular blob is defined in terms of pixel coordinates relative to the processing board. At the end of
this screening process the individual centroids of each target dot are sent to a four-point quadrangle
algorithm. This algorithm uses the centroidal information of four of the five target dots located in
the image plane to compute the three-dimensional location and orientation of the target relative to
the end-effector. This information is passed from the vision control program to the robot arm
command program which determines the corrections necessary to align the end-effector with the
node receptacle. This procedure is performed iteratively until the end-effector is properly aligned
with the node receptacle. If during the image processing cycle the target dots evade detection,
either by incorrect thresholding or centroiding, tolerances placed on the various checks are
automatically adjusted until either the target is correctly identified or the system operator chooses to
intervene. If a situation occurs that prevents the vision system from identifying the target the
system operator may identify the target thus enabling the vision system to proceed. Additional
development tests are anticipated to evaluate the vision system performance under a broad range of
environmental conditions. The interface between the vision control program and the robot
command program is underway.

Installation of Panels

The assembly of a bare truss that has no instruments or surface represents only a part of the task of
assembling useful spacecraft. In general, the parts of such systems will be both diverse and
complex. To accomplish a host of assembly operations there is a question whether this should be
performed by developing a general purpose manipulator tool or have a special tool for each
operational phase. To gain some experience in the application of interchangeable end-effector tools,
development is underway to expand the assembly task to include the installation of reflector-type
panels. An end-effector has been fabricated that is capable of acquiring a 2 meter wide hexagonal
panel at three vertex points and attaching it to three nodes on the top surface of the truss. This
operation will require a coordinated strut and panel assembly scenario that is outlined in reference
10. The procedure involves using the strut end-effector to assemble part of the truss, parking this
end-effector and acquiring the panel end-effector to install several of the twelve panels. End-
effector change operations occur several times during the integrated assembly and are accomplished
using a quick-change device mounted between the robot wrist and the end-effectors.

The robot arm tasks for panel installation are relatively simple compared to strut installation. The
path and procedures for the panel end-effector are identical for all panels, only the position of the
motion bases are different for the 12 panels. Some of the procedures developed for strut
installation have aided developing those for panel installation. The panel is removed from a canister
which is adjacent to the X motion base and moved to a location that is just above the nodes on the
top of the truss. Fingers on the end-effector grasp two of the truss joint receptacles to establish
position and alignment . The panel is rotated around these receptacles and aligned with the third
node. Actuators lower the panel onto the three support nodes simultaneously where it is latched in
place. The latches are lock-bolt type units which release the panel from the end-effector at the same
time it is attached to the truss. After the panel is attached to the truss the end-effector is withdrawn
from the truss to acquire the next panel. The panel end-effector will be instrumented with sensors
to monitor each function and the installation will be controlled by a microprocessor similar to the
one developed for the second generation strut end-effector (to be discussed later). Panel assembly
tests are anticipated to begin soon.
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Sequence Planning

The sequence for the automated assembly tests conducted to date was developed manually and
required several modifications before the final sequence was established. It was a laborious task.
For larger space trusses that may involve thousands of members or for the development of repair
scenarios, even trained human planners frequently fail to detect dead-end sequences until much
time and effort has been wasted. The development of a scenario for replacing a member in a
damaged truss or replanning a sequence because of an unexpected error cannot be done in advance
because it is virtually impossible to anticipate every failure. Speed and reliability will be very
important in these replanning efforts. Therefore, a cooperative program with the Jet Propulsion
Lab is underway to develop an assembly sequence planner.

The technique is based on representing the set of all assembly plans by either directed graphs or by
AND/OR graphs. The nodes in directed graphs correspond to states of the assembly process and
the arcs in the AND/OR graphs correspond to assembly tasks associated with joining two
components or subassemblies. Feasibility conditions and cost functions are the tools used to
develop and gauge the quality of each solution. The algorithm for generating a sequence develops it
in a backward manner. It begins with the state goal which has all of the components connected
together and ends at the initial state with all of the components disconnected. Details of the
operations and procedures for the assembly sequence planning can be found in reference 8.

Path Planning

The use of predetermined, taught points and paths for delivering struts into the structure for
installation is simply not robust enough for a viable flight system. The complexity of the truss
geometry, the limited reach of the robot arm, the total degrees-of-freedom available for positioning,
and the length of the struts presents a challenge for the determination of collision free paths. By the
same token, the regularity of the truss geometry and the rod shape profile of the struts makes an
automated path planning tool easier to implement. Therefore an effort is anticipated to implement an
on-line automated path planner that incorporates the data base system developed for the assembly
operations. Several approaches to the path planner may be explored. One technique is to define the
geometry of the truss and use a combination of geometry and vector algebra. A second technique is
to utilize a simple potential field model, several of which are discussed in reference 9. A path
planner would be expected to deliver the strut along a collision free path to a location where the
machine vision system, discussed previously, could assume control at the vision approach point.
The path planning tool will be evaluated with the graphics simulation (to be discussed later) prior to
tests with the assembly hardware.

Assembly of a Linear Truss Beam

One desirable objective is to evaluate the feasibility and difficulty of constructing other truss
configurations using the same assembly system internal knowledge. This possibility has only been
recently explored and the initial indications appear promising. The truss configuration under
consideration is a linear tetrahedral beam as shown in figure 19. The beam uses the same struts and
nodes as the ring structure, but rather than building complete rings, struts are added to the ends of
a beam formed on opposite sides of the turntable. Detailed analysis of this scenario reveals that the
automated system already contains all the information required for the installation of these struts.
All that is needed is to produce a different truss configuration is an appropriate change in the
assembly sequence which drives the automated system. The assembly sequence for the beam has
been generated, but not yet tested.

The arrangement of noded and unnoded struts in the canister is fixed by geometry and node

receptacle interference considerations. The development of a planning algorithm which uses a
"node or no node" request during the assembly sequence to locate and select struts from the
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canister is relatively simple to implement. Current plans call for actually assembling a linear
tetrahedral beam to verify that the system changes are indeed minimal and to develop and test a
simple strut search and selection algorithm. As a further extension of this effort, a fixture is being
developed for the turntable which will enable the beam to be constructed from one end and then
pushed thru a set of tracks so that each bay can be indexed forward after it is assembled. This
fixture will permit the assembly of beams that have a range of member length from one to two
meters.

Second Generation End-effector

A second generation end-effector that is capable of acquiring a strut at one end only and installing it
into the truss has been designed and fabricated. This end-effector will enhance the versatility of the
system by providing the capability to assemble contoured trusses that have members of different
lengths and to install system payload modules. Implementation of this end-effector will be
challenging because the end-effector will be required to capture and connect struts that are
cantilevered from the truss. Operations are not anticipated to begin until the path planning and
vision systems have been fully developed and demonstrated.

The second generation end-effector hardware is very similar to one end of the current end-effector.
Two strut grippers are located on the strut insertion platforms and a set of tube-gripping fingers has
been added inboard of the strut grippers to aid in stabilizing the strut. Actuator and sensor
functions are also similar to the current end-effector. Operational sequences will necessarily be
more complex because every strut will have to be inserted at one end and then captured in a
cantilevered condition and installed at the second end. This will also increase the installation and
removal time. However, this new end-effector will incorporate an onboard dedicated
microprocessor to command actuators and verify successful operation through the interrogation of
sensors. The motivation for development of an onboard microprocessor is to reduce the number of
signal lines from the end-effector and to incorporate a distributed computational capability that is
capable of supporting concurrent operations. An 80535 microprocessor has been procured to
control the end-effector which will communicate with the executive program upon request via RS
232 serial lines. All end-effector software code and logic is implemented in "C". This includes both
sequence control and sensor monitoring functions. While the microprocessor decision was driven
primarily by communications considerations, an added benefit is the ease of accommodating
several interchangeable end-effectors with the same executive program and command interface.
This effectively makes the end-effector a stand-alone device, capable of performing standard high-
level commands, monitoring its own sensors, and providing diagnostics and operator information
for its error recovery. With this capability in place, an end-effector can perform standard functions
such as "INSTALL" and "REMOVE" autonomously, so the executive program will not have to
handle the detail of how a function is performed, only whether it was successful. These commands
may be general so they refer to whatever object the particular end-effector is dealing with and
thereby the executive software can be reduced significantly. The speed at which end-effector
operations are performed will be increased because the processing of sensor checks will be based
on interrupts. This will offset, to some extent, the increased operational time for installation and
removal. The microprocessor-based end-effector control has the added potential of speeding up
total system operation by making motion base moves and some end-effector operations concurrent.
An example of this would be the capability to move the motion base carriages into position while
the end-effector picks up a strut from the canister.

Graphics Simulation
The large amount of internal information involved in the automated assembly system, the need for
Clear, concise transfer of this information to the operator, and a desire to minimize operator training

and experience requirements make 3-D computer-generated graphics displays extremely attractive.
The ability to graphically simulate what the system is trying to accomplish will allow the operator
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to accurately anticipate the operation about to occur and permit a visualization of any intervention
operation that may be contemplated. Also, the ability to depict mechanisms and assembly
operations from any, even a physically impossible, perspective could save in the assembly
system's video coverage and lighting requirements. Another benefit of graphics simulation is the
capacity to develop and check out software and system algorithms in a safe, non-hardware
environment where all parameters are under simulation control. This would speed-up software
development and thereby significantly reduce the cost. A final graphics simulation feature is the
ability for rapid prototyping of system concepts and configurations.

A graphics simulation and display system has recently been procured and the development of a
simulation is underway. One aspect that will be evaluated in initial simulation studies is the need
for real-time simulation operations. It is not presently clear that the operator displays are required to
operate at real-time rates or if sufficient information can be obtained, and a simulation can be
effective that operates at other than a real-time rate.

Operator Training and Human Factors Evaluation

The control system was designed to perform the truss assembly with minimal operator
intervention, however, there are many instances (particularly in dealing with system errors) when
the computer software must present information to the operator and elicit a response. When the
software was initially developed some consideration was given to the selection of names for
commands that would be identified with hardware function and error names that elicit the
appropriate response. No formal evaluation of these terms was conducted and personnel skilled in
human factors were not consulted. In light of the current state of the system and the opportunity for
using it as a test-bed for other studies, it became apparent that unskilled operator training and
issues associated with human factors should be formally considered. Issues that may be evaluated
are the type of information and the kind of visual aids which will be most helpful to the operator.
One operator aid currently being developed is computer controlled video coverage (camera
selection and pan/ tilt/ zoom) which will ease the task of monitoring operations.

To examine these issues it is anticipated that personnel skilled in human factors studies will be
consulted to evaluate the current system and recommend an assessment plan. It is anticipated that
this will involve some testing and evaluation using unskilled test subjects as assembly system
operators. These operators will be provided with a common level of training and instruction on the
hardware and software menus. This may be in the form of a video supported by hands-on-training
at the console with a skilled instructor. For the actual tests, the assembly tasks will be seeded with
a planned sequence of errors so that all operators will be required to deal with the same problems
under the same set of conditions to accurately assess their performance.

CONCLUDING REMARKS

Techniques for construction and assembly in space other than those that traditionally rely on
astronaut Extra-Vehicular Activity (EVA) must be explored. One alternative that is being examined
at the NASA Langley Research Center is the use of an automated telerobotic system that uses an
Earth based, or a space based, executive monitor to track the operation of robotic truss assembly
and intervene only when the automated system encounters a problem and requires assistance. To
examine the operations and obtain some practical experience a hardware test bed has been
developed. The test bed was designed to incorporate off the shelf hardware and existing
components to quickly obtain some practical operational experience. Several end-to-end assembly
and disassembly tests have been conducted to date. The success of the research conducted in the
test bed provides a very encouraging outlook for the realization of a space based operational system
in a orbital, lunar, or planetary environment. One key item is the basic experimental approach
which was developed around the detailed study of a focused problem. This proved to be essential
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in identifying the real issues and directing the effort toward well defined requirements rather
general concepts. Few of the significant problems and test observations for the automated
assembly process were anticipated prior to this effort and many initial concerns never materialized.
The viability and performance projections of automated system concepts have little relevance unless
they are based on detailed consideration of the task or on practical experience.

One key element is that the program was developed around a cooperative, interdisciplinary
approach to the designs of both the assembly system and the structure being assembled. All aspects
of the automated operation were developed from a total system viewpoint. Experience has shown
that the impact of automation on the design of vehicles and systems is just as important as the
functional design of the system itself and close coordination between the required functional
requirements and the automation aspects must be maintained. An important factor also is the
development of a system software and program structure based upon the needs and the role of the
operator in error resolution. This led to effective error resolution by the operator and contributed to
the current success of this supervised autonomy mode.

The test experience has highlighted the necessity for "in situ” development and demonstration in a
realistic testbed of all aspects of the required system, as opposed to simple bench testing of
individual components and end-effector mechanisms. The current LaRC automated structures
assembly facility provides both a baseline assembly system and modification potential to
accommodate this need in many technology areas encompassing both automation and structural
design.

It is recognized that much remains to be accomplished before such a system will be ready for flight
test operations. For the current program, however, it was decided to delay development of
advanced operations anticipated to be required for a flight system until a practical experience base
could be developed that would provide a clear definition for advanced research tasks. The
experience gained to date has now provided that direction. The reliance on the use of taught points
is not adequate for space operation. Therefore, a preliminary machine vision system that is capable
of identifying and locating a passive target to guide the robot to the strut installation position has
been developed. The incorporation of other tasks in the assembly operation, such as, the
installation of reflector panels has been initiated. No viable automated system for space operation
could successfully operate without both a knowledge based sequence planner to deal with
unanticipated failures and a path planner. The testbed experience has provided a better definition of
the requirements for these efforts, an excellent facility in which to evaluate their operation, and a
reference data base against which they may be evaluated.
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APPENDIX A
Initial Conditions and Guidelines for Development of Truss Assembly Scenario

The following rules and guidelines have been formulated to assist in the development of the
tetrahedral truss assembly sequences and scenarios. They address the considerations for structural
stiffness and integrity during assembly, strut and node packing in the canister trays, and the robot
and motion base constraints. The intent is to formalize these rules into a knowledge base for a goal-
directed, automatic task sequence planner. The rules have been categorized into those applicable to
the structural configuration, the tray packing conditions, and the robot and motion base constraints.
By modularizing the knowledge base the assembly sequences may be easier to change.

itial Conditi

1. The truss has 102 members and 31 nodes and (19 nodes in the top plane and 12 nodes in the
base plane).

2. The three base support nodes are set in place prior to initiation of assembly. These base nodes
are fixed and are used as anchor points for stabilizing the truss system.

3. The ring assembly starts by building the center tetrahedron, then proceeds to the first ring. This
is followed by assembling the lower part of the second ring and the unit is completed by
constructing the upper part of the second ring. This process was adopted to aid in tracking the
process and avoid leaving a member out of the truss as opposed to a requirement. However, it
does aid in reducing the amount of structure that may be assembled asymmetrically thus reducing
the time/distance required to move the X carriage so it will clear the robot when repositioning the
turntable.

ral fi i nsi i
4. A truss member can only be inserted in the plane of the square base of the pentahedron.
5. The entrance receptacles of the core struts are rotationally aligned.

6. A tetrahedral unit is completed before additional members are added to start a second tetrahedron
supported by the first.

7. Two tetrahedrons may be partially developed and connected if they are supported by a third unit
that has been previously completed. (i.e. A pentahedron may be completed before the two adjacent
tetrahedrons are completed.)

8. Assembly is developed in rings and the rings are broken down into repeating subelements.
Each subelement is completed before beginning the next subelement. After all subelements in a
ring are assembled they are interconnected to complete the ring.

9. Only core struts are cantilevered to minimize deformations due to gravity and these cantilevered
struts each have a preattached node. A cantilevered strut must be anchored to a completed
tetrahedron or to one of the three fixed base nodes.

10. After installation of a cantilevered core strut, a face strut was always installed that would tie the
cantilevered end to a fixed node. One cantilevered member cannot be cantilevered from another.
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Iray Packing Conditions

11. Nodes are preattached to the members in the canister and are not free to be moved from one
strut to another. In fact, the end-effector is incapable of removing a node and placing it on another
strut . However, a prenoded strut could be removed and replaced by simply unlocking the joints if
it has at least one other core strut attached when the strut is removed.

12. Each canister tray holds up to 13 struts.

13. Trays must be removed from the supply rack and installed in the storage rack in the order (and
orientation) that they are stacked as there is no provision for temporary storage. The members are
required to be oriented in the proper direction, i.e. the node on the correct end, when they are
inserted in the truss. This is handled in the assembly sequence as a "flip".

14. For the current assembly scenario all members of a tray are removed before a tray is stored in
the tray holder, however, not all positions in the trays are filled. Some spare struts could be
permitted to remain in a tray while it is moved. They should be kept close to the center of the tray
to minimize the inertial unbalance of the tray. The center storage position of the struts must be
open to permit the end-effector to access the arms that are used to pick up the tray.

15. When the end-effector fetches struts from the tray it cannot fetch an unnoded strut immediately
adjacent to a noded strut with the noded strut in the tray because of interference between the scar
gripper and the adjacent node.

nd Moti nstrai
16. The robot reach and the axis constraints must not be violated.
17. The number of predefined robot paths and taught points should be minimized.
18. It is desirable to insert as many struts as possible at a given carriage and turntable location
within the range of the robot arm. The robot base positions (X and Y carriage position) where
chosen to maximize the number of struts inserted at a given location.
19. The turntable is capable of £3 revolutions from its starting position. To avoid hitting the limit
the rotation of the turntable was monitored and it was reversed regularly to avoid even approaching
the limits.
20. The X carriage is always aligned after rotation with the 10/2 or 8/4 position of the clock.

21. The Y carriage travel limit is £116 inches from the turntable rotation axis.
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APPENDIX B
Assembly Sequence for a Tetrahedral Truss

The following table lists the manually developed assembly sequence for the two-ring, 102-member
tetrahedral truss structure. This table is used by the operator for reference during the
assembly/disassembly operations and contains information on strut names, robot arm paths, strut
cantilever conditions, motion base positions, and tray assignment positions for each strut in the
sequence. The purpose of this appendix is to describe the strut data and define the host of assembly
operations/conditions that must be accounted for.

Figure Al shows a diagram of the tetrahedral truss with the cells labelled and the strut
sequence numbers indicated. All information in this table refers to figure A1 except for the
motion base positions (X,Y,Theta), which refer to the facility layout diagram in figure A2.

The truss is assembled in basic sections, the center pyramid followed by the first ring. The
second ring is assembled as two units, the lower section first followed by the upper outer
portion. The outer portion of the second ring has member positions similar to the first ring.
The following items define the notation on the sequence chart:

1) Strut designation is referenced to clock position with "12" being directly in "front” of the
robot and moving clockwise around a circle looking down on the assembly, as shown in
figure 10.

2) There are two viewing designations noted- the operator designation and the robot
designation. The operator designation is referenced to a scheme to locate a strut anywhere in
the truss by the use of a ring, cell and position location that is unique for that strut. The
operator names are referenced to the clock designation at the bottom of the figure. The robot
designation is referenced to the path and position the arm must assume to successfully insert
the strut. The robot name is referenced to the turntable angle because this is the perspective
from the position of the robot. The robot path is a function of the motion base location.

3) FREE, CAPI1, CAP2, CLOSE and FIXED indicate strut capture/ release conditions.
FREE-attachment of a prenoded core strut with release of the member as a cantilever beam
supported at root.

CAP1-capture of a FREE cantilevered strut receptacle to attach the present strut to.
CAP2-capture a strut receptacle in the structure at one end, move to and capture the strut
receptacle at other, then move to installation point (Condition for 3 struts in first ring only).
FIXED-present member is attached to receptacles that are fixed in the structure due to the
attachment of several members at both ends.

CLOSE-similar to CAP2 condition (two cantilever struts) with capture at only one end-the
completion of this installation establishes the FIXED condition noted above.

4) The location and orientation for the core struts with preattached nodes is important. The
notation UP (e. g. 12-2/UP) means that the node lies in the top surface of the truss.whereas
DN indicates that the node lies in the bottom surface of the truss. The trailing R or F
indicates that the taught position is REAL (R-the taught path moves the node from the
canister to the correct face of the truss) or FLIPPED (F-requires a 180 deg rotation of the
strut to place the node in the correct face of he truss)

5) The motion base positions X/Y/Theta in this sequence are the reference positions from
which the robot arm paths are taught. Note that there is a fixed point of reference in one
orientation only. In this orientation the 10_2 strut is always a bottom surface strut and the
8_4 strut is always a top surface strut.
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6) The R or L under the Tray/Slot/Node column indicates that the node is on the right or left
end of the tray and is picked up on that side of the end-effector. This is associated with the
REAL and Flip notation. X NODE means that the location of that tray slot is one that
normally has a node attached, however a node is not required for the strut that is currently
allocated to this slot. All struts with nodes preattached are either (ROBOT DSN) 12_2, 10_8,
or 6_4. There are no 12_10, 8_6, or 4_2 struts (with or without preattached nodes) due to
the orientation of the receptacles.

33



)

T/€/¢€
S/¢
/¢
(K4

A/T/C

£/
0T1/¢
I/t
I1/¢
8/1
d/€T1/T
L/T
d/6/T
9/1
v/7
q/€/T
/1
T/1/1
I/
01/1
T/E€T/1
8/1
T/6/1

TT/1
L1
9/1
v/l

T/8/1
£/ 1

INT/TTON
LOTSIAVAL

0°0CE-/PL 9T11-/88°861"
0°0C1-/L8°9S-/¥SP LET-

0°0T1-/0°8¢-/88°861-

0°0T1-/0°8¢-/88°00¢C-

0°0CT/0S°LY-/SYLO"TLI-
0°0/0S°LYI-/SYLOTLY-
0°0CT-/0S LI-/SPLO"TLT-
0°0CI-/0S"LI-/LYI L6~
0°0/81°96-/LY9°L61-
0°0/81°96-/LY9°S0T-
0°0/0S°LTI-/LPI9"L6T-
0°0/0S°LI-/LYI L6T-
0°0CT/81°96-/LYI9"L6T-
0°0CT/81°96-/LY9°S0T-
0°0TT/0S°LI-/LYI L6T-
0°0TT/0S"LI-/LY9 L6T"
0°0TT-/81°96-/LV9"L61-
0°0CT-/81°96-/LVY9°S0T-

0°0CT-/0S"LI-/LVI9"L6T"-

0°0CT-/0S"LI-/LY9°SO0T-
0°0CTL/0S°LTI-/L¥9°S0C-

0°0/0S°LYI-/LY9°SOT-

Y/NA/ATAA/Y_9a
aax14/7 2l
ASOTI/0T_9

1dVD/T79

A/NA/3Tdd/p 94

aaxia/v_s
aaxid/v_s
aaxid/y s
ASOTI/¥_T1
dvop Tl
A/d0/ATAA/T T1d
1dVD/8 T1
A/dN/ATHA/8 0T
ASOTI/P 21
Tdvoy Tl
d/dn/addd/T Tid
1dVD/8 I
A/dN/ATIA/8 0T
ASOTO/b_TT
TdvVO/b Tl
A/dN/ATAA/T_TT
1dvO/8 21
d/dN/ATA4/8” 014

‘pajajdwod pruterdd JI3jud

AS0T1J/T_T1
aaxid/c_or
1dvO/T_T1
aaxid/z_ot
¥/dN/AAYA/T 2T
aaxid/z ot

2V &L])
®ILIX

8 01/LDCH
vy 9/907d
T 01/20T1d
01 9/701d
8 01/7O01d
‘pajordurod
b TI/€0TY
¥ 8/101d
8 71/701d
vy 8/701d
v T1/vOtd
T t1/vOCd
8 CI/TO1Y
8 01/1D1d
v TI/101d
8 TI/107d
8 0I/1D07TH
v 8/¢D1d
vy 9/¢€01d
8 II/¢D1d
v 8/LOTY
v 9/L0Td
v T1/201d
8 9/LD7d

b 9/7014
779/701d
0T_8/€D01Y
0T 9/€D1Y
(ANATARIR
T 0T/I0TY

prueiid J9jud

67
8¢
LT
97
ST
gulx ysary
v 7
€T
TC

S AT o0 -

4
[4
I
1
1
1
I
1
1
1
!
1
6
8
L
J
9
S
14
€
4
1
J

ANV N

TNV N

LOGOY JOLVIILO

YAGANN

TONTNDIS



T1/S IdVD/P TIA 8 TI/pD7d 6S

T/€1/S 0°0€-/PEES-/6L EST- A/dN/FAAA/T TIA 8 01/pDTA 8 S

STATM NATHDIVIIS OL 09€ MD
‘Sutd puodds 3y} jo jred tImo] Y} sIPdwod sigg,
I11/S 0°0/L8°TT/SSY LET- aaxXid/7 01 T _01/T0TH LS
01/S 0°0TI/L8 TT/SSY LET- daxId/z_ o1 9 01/807d 96§
9/§ 0°0T1-/L8 TIT/SSV LETL- aaxid/c o1 9 7/sOTd SS
L/S 0°09-/S"LI-/€€T- ASOTI/T 0TA 9 _01/vDTH vS
8/§ 0°09-/S'61-/0"TH1- IdVO/T 9A T 01/¥DTH €S
1/6/S 0°0TT1-/L8 YT/PSH LET- A/NA/4394/T 2714 v 9/SOTH (A
€/§ 0°0/L8°9S-/PSP LET- ASOTD/T 01 T 01/€07¥ IS
b/s IdVD/T 9 9 _T/¥DTd 0S
T/S/S 0°0/PL°9TT1-/88°861- A/NA/33¥94/v 94 ¥ 9/¥DTH 6 ¥
6/v 0°0/L8°9S-/bSH LET- aAaAXI4/T 1 T TI/€02Y 8
8/¢v dSOTD/0T_9 0T _9/101¥ LY
9/% 0°0/0°8€-/88°861- IdVD/T 9 T _9/1D01d 9 v
d/11/¥ 0°0/0°8€-/88°002- J/NQ/33d4/v 99 v _9/101d S¥
S/v 0°09/0S°LTI-/0"€EET- ASOTD/T 0TA T _9/1017¥ vy
v/v 0°09/0S°6T-/0"TbI- IdVD/T 9A 0TI 9/107d € ¥
d/L/¥ 0°0/L8 TT/VSY LET- I/N@/39¥4/T TId T T1/T0Td (A7
(AR 0°0TT/L8 9S-/PSY LET- dSOT1D/T 01 01 9/6D7V ¥
/v 0°0CTTI/PL"9TT-/88°861- IdVD/T 9 T _0T/107¥ oy
q/€/¥ 0°0ZI/¥L"9TT-/88°00C" A/NQ/ATAA/Y 94 T _TT/1DTH 6€
(4 K> 0°0TT/L8"9S-/bSP LET- aAdxI4/T ¢T1 8 01/6J07¥ 8 €
0T/€ ASOTI/0T 9 T 9/€D1Y L€
6/¢ IdVD/T°9 T _0T1/€D01Y 9¢
T/T11/€ 0°0ZT/0°8€-/88°861- I/NQ/IATIA/P 94 T _TI/€01Y S€
8/¢€ 0°08T-/0S"LI-/0"€ET- dSOTD/T 0TA T 01/LDCH b e
9/¢€ 0°08T-/0S"61-/0"TbI- IdVD/T 9A T 9/LDOTH €€
T/L/€ 0°0CZT/L8 TT/PSP LET- A/NAQ/A3dA/T 219 8 01/807¥ (A
b/€ 0°0T1-/L8°9S-/bSY LET- ASOTI/T 0T T _9/907d I€
c/t Idv)/T 9 0T 9/LDTd 0€

T ANT/TAON (§A' 2 19 TNV N TNVYN ok
LOTS/AVAL ®/RIX LOTIOY YOLYVIZdIO IINTNDIS



)

v/8
/8
/8
d/€/8
v/L
/L
T/€/L
9/L
01/L
tI/L
<I/L
T/1T1/L
8/L
T/L/L
6/L
S/L
1/L
c1/9
d/€1/9
01/9
8/9
d4/6/9
I1/9
L/9
9/9
v/9
A/S/9
/9
d/1/9
£€/9
¢/s
T/1/§

0°0/L8°9S-/LESS EOT-
0°0/L8°9S-/SSH 6TT-

0°0/L8°TT/SSP 6T1-

0°09-/S81°€T/S°88"

0°0/L8°9S5-/SSP°6C1-

0°09-/L8°V1/06-

0°0/81°96-/SYLO°TLI-
0°0/L8°TT/SSP 6TL-

0°09/58°S5-/5°88-

0°0/89°001/SSY"6C1-

0°06/bE"€ES-/6L°EST-
0°0CT-/L8 IT+/LEBS EOI-
0°0CI-/L8°9S-/LEBS E0T-
0°0CI-/L8°9S-/SSV°6C1-

0°0CI-/L8°IT/SSPV 6T~
0°08I-/S8I°€T/S5°88~

0°0CT-/L8°9S-/SS¥P°6T1-

0°08I-/L8°Vv1/06"

0°0CI-/81°96-/SVYLO"TLY-
0°0CT/L8'TIT/SSP 6TI-
0°081/SSS°SS-/5°88"
0°0C1/89°001/SS¥"6C1-

0°0ST-/PE"E€ES-/6L°EST-
0°0CT-/L8'1T/SSP 6T~

09-/685§°S€-/S°88"

0°0T1-/89°00T/SS¥°6T1-

NI/TTCON
LOQTS/AVAL

A2 1))
8/&IX

aaxid/vr 8 v 8/€D7d 16
ASOTI/P T1 ¥ _TI/€DTH 06
IdVD/8 TI 8 T1/T7D07d 68
d/dN/3T9A/8 014 8 01/2D02d 88
ASOTI/Y 8A b _TI/9D€¥ LS
IdVD/8 TT 8 TI/€D7¥ 98
d/dN/33¥4/8_0Td 8 0T/€DTd S8
daxid/oT ZIA 9 _8/¥D7V¥ v8
aiaxid/v 8 v 8/¥07¥ €8
ASOT1D/P TT ¥ _TT/TIOTH 8
tdVvO/v 8A 8 TI/TD€d 18
A/dN/AAYA/8 0Td T _¥/TOH 08
IdVO/¥ TTIA +_8/1IDTY 6L
d4/dN/ATAA/T TIA b 9/107Y 8L
aIxia/r 8 8 TI/sI0Td LL
aaxid/v 8 8 TI/907d 9L
dSOTI/¥_TT v 8/907W SL
IdVO/8 TI v TI/SDOTH v L
4/dN/ATYA/8 01 T T1/§0Td €L
ASOTI/v 8A v _8/TT1D¢€Yd L
IdVD/8 TT ¥ _TI/907Y 1L
4/dN/IT94/8 0T T _TI/90T¥ 0L
AAXII/0T TIA 0T _TI/LDOTH 69
daxId/v 8 8 TI/LDOTY 89
dSOTI/¥ T1 8 _TI/8D7¥ L9
TdVO/v 8A ¥ _8/TIDEY 99
dN/d344/8 01 01 _2T1/807Yd SS9
IdVO/¥ TIA ¥ _TI/LOTH b9
A/dN/TALA/T TIId T TI/LDTH €9
dSOT10/¥ T1 v 8/SO7H 9
tdvVDO/¥ 8A ¥ TI/LDEY 19
A/dN/AAIS/8 0Td 9 8/SOCH 09
TRV N TNV N TAANMNN
LO90OY YOLYYIJO ITINTINQITS



L/6
£/ 6
8/8
9/8
d/L/8
cI/8
01/8
d/11/8
€1/8
6/8
€/8
TNLIEL

LAQTSIAV AL

.

ET'TI'TI'OT 6°8°9°S‘PT'T/ 6

0°0CT/L8'TT/LES8 0T~
0°0CTT/L8°9S-/L¢88°¢0T"
0°0CT/L8°9S-/SSY 61T~

0°0CTT/L8 IT/SSP 6T1"
0°09/581°¢T/S°88"

0°0CT/L8°9S-/SSP 6T~
0°09/L8°V1/06"
0°0CI/8T1°96-/SVLO°TLIT-
0°0/L8° TT/LEB8 EOI-

ET°TTI0OT/ ¥

€1/ ¢
STOTS/ATD]

€A 2199
QI

:sjols Aydwry

‘aouanbas Ajquasse a3y} sajdydwod siylp
me:\vuw vHNZwUNm <01
aiaxid/r 8 + 71/60¢A 101

dSOTI/v TT 8 TI/6D0TH 001
1dvDO/8 11 v 8/807d 6 6
d/d/d33d4/8_01 v 9/80Cd 86
dSOT1I/v 8A 8 TI/10¢d L6
IdVDO/8 TI b _8/60CY 96
d/d1/dd444/8 01 b 9/60CH S6

dIXIA/0T TIA T p/107d 1)
aiaxIid/vr 8 ¢+ t1/10¢d €6
daxid/t 8 t 8/70TH <6

TNV N TIA N BERITAY
LATAQd FdOQLT74T4d0 TINTNOIS



Figure 1(a). Space-based Antenna.

Figure 1(b). Truss-supported Aerobrake Configuration.

Figure 1. Artist's conception of future Space Missions.
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Figure 2(a). Schematic of Automated Structures Assembly Laboratory.

Figure 2(b). Photograph of Automated Structures Assembly Laboratory.

Figure 2. Automated Assembly facility.
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Figure 5(b). Photograph of End Effector and Actuator Mechanisms.

Figure 5. End effector tool
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Figure 7. Strut Storage Tray Stacking Arrangement.

Tray 1

Tray 2

Tray 3

Tray 4
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Figure 8. Schematic of Facility Computer Control System.
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I PLANNING ]
Error Recovery

— e e e e

Command File Planner
e . j

TﬂUSS ELEMENT I Data

"FETCH & CONNEGT" Base

"REMOVE & STORE" Strut Stnut:

"FETCH" Tray/Slot

Name

"CONNECT" Noda Updat

"REMOVE" Connection pdate

" ” Pa'h

STORE Position \

Status
System Slalus:
' — — — Tt g T T e = AN - e S e e e e e e —

_DEVICE End Robot : Motion
Efteclor Arm Base
"AQUIRE" Path [Strut) Position [Strut)
"DROP" Force/Torque Undo
"INSTALL" Sequence
"REMOVE" A

Fingets Platform Strut Holder  Nut Driver

"OPEN" "EXTEND" "LATCH" "LOCK"
"CLOSE" "RETRACT" “"UNLATCH" "UNLOCK"

:_ VERIFICATION \ \

Sensor Checks

Error
Recovery
Commands

thum 11. Automated Assembly System Software Hterarchy



1. System configuration Robot : ON
2. AUto build Carrlage : ON
G R emb fiurct lon: End Effector: ON

EE Running(not P)

4. File manipulation
5. POwer down | o
G. Help i FETEH HAnd connect wtrut
7. Phuse 2. RENOUE Nnd store strut
8. Quit 3. FETCH Strut
B 14 STore strut
5. COnnect strut
6. RENOVE Strut
7. SEgment moves '
8. CHange trays .
9. Putl end effector 4: Drop
1. Gel end effector|s romponent commands
i, Help 6. Utility commands
12. Olllt 7. Ilelp
T 8. Quit 1. Open scar
2. Close scar
3. Extend
1. Retract
5. LOck nut
6. UHLOck nut
v LR st
8. UNLAtch strut
9. Help
10. Qulit
: Hot .Base: x y theta
EXTEND: worked -193.88 21.87 -120.00
sys=auta err=manua Robot State: 25 Path:VU12_2
Balancing FTS at can, ., Strut Hame: R2C1/6_14 getting
reaponse-DOHE Strut Status: Uhere Cant | lever
CAHISTER BAL worked. UP_HORNAL CANISTER  FREE
Latching strut. ., Tray no,: 7 Slot no, 1

Figure 12. Operator's Menu Display.
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Figure 13(a). NASREM System Architecture.
Sensor Task Operator
Error Recovery Processing World Modelling  pecomposition Commands
Memory
Replan Administrative Butid
(substitute) (Sequence truss
Planner)
;}Ltvol 4 ‘ ||
Reverse Test ant
Actlon {strut & =l Update Assembly Fetch and
(:uto)’ 1 (instatiation) o] Task Status Connect
JLever 3 l
Updste Device Acquire
Device Statys
fLover 2 |
I |
Component
Error Component Comp t Close scor
Recovery Sensors -
(auto/manust)
Level |

Automated Assembly Architecture

Figure 13(b). Automated Assembly Program Architecture.

A3AL
Figure 13. Comparison of NASREM and ARFAP architecture.




Record

MOTION BASE_POSITION

STRUT_TYPE

ROBOT_STATUS

TRAY_STATUS

TRAY_HANDLE LOCATIONS

CURRENT _STRUT

Variable

X Car
Y_par
Turntable

Name

Where
Connect To
Loc_In Cell
Node End
Cap_End
Cantilever
Flip

Tray

Slot

State Pos

X,”Y, 2, Roll, Pitch,

X_End, Y End

State

Cond_State

Strut_ Now
Strut_Getting Now
Strut_Just_Had

Tray State
Tray_Mode
Current Tray
Working Ap

X, Y, Z, Roll, Pitch,

Storage Ap
X, ¥,

Storage loc

X, Y, %, Roll, Pitch,

Working Loc

X, ¥, Z, Roll, Pitch,

Left Seat
Right_Seat
Laft Rut
Right Nut

CURRENT MOT ION_BASE POSITION

X Car
Y Car
Turntable

Left Receptacle Finger
Right_paceptacle_pinqor
Platform

Latch

Storage Pos

Description

Motion base configuration
Carriage x position
Carriage y position

Theta angle in degrees

Strut description

Strut name

Current strut location

Struts needed for support

Installation position in truss

End with node

End to capture:

End conditions of strut

Flip indication

Tray number containing the strut

Position in tray

Position for each robot state
Yaw

Core strut end points for collision avoidance

Manipulator arm current mode
Robot path location
Sub state point in a path
Name of strut in armm, if any
Name of strut in process of retrieving
Name of last strut installed

Current tray locations and mode

Path location

Current tray operation

Tray on top

Robot position for working approach point
Yaw

Robot position for storage approach point

Z, Roll, Pitch, Yaw

Robot position in storage canister
Yaw

Robot
Yaw

poaition in working canister

Strut currently in arm
Nut driver alignment status

Nut status

Motion base configuration
Carriage x position

Carriage y position

Lazy susan theta angle in degrees

End effector status

Left receptacle fingers status
Right receptacle fingers status
Status of platform

Strut holders atatus

Robot position for storing

X, Y, 2, Roll, Pitch, Yaw

Figure 14. Automated Assembly Data Structure.
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